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Dear George:

(RLINGTON, TEXAS 76012

NSeS~- et
PSO-ET

On April 5, 1983, HaroldcLewis, L. E. Cummings, and W. T. Westbrook, Arkansas

Department of Pollution Control and Ecology (ADPCE), and I conducted an NSPS/
PSD inspection at Nekoosa Papers, Inc., Ashdown, Arkansas. Nekoosa's mailing
address is P.0. Box 496, Ashdown, Arkansas 71822.

The purpose of the inspection was tnggglézihgmAQPCEvgersonne] how to conduct

air compliance inspections and to determine whether Nekoosa meets the New
Source Performance Standards (NSPS) Subparts D and BB and the Prevention of
Significant Deterioration permit PSD 42. Mr. Bill Matthews, Process Envi-

ronmental Engineer at Nekoosa, showed us the areas of concern.

The;moét recent NSPS/PSD inspection conducted on January 26, 1982, indicates

. Nekoosa is in compliance with NSPS and PSD regulations with the exception of
- continuous emission monitoring requirements. It was questioned whether the

ﬁ company was exempt from operating the continuous emission nitrogen oxides

. monitor on the No. 2 power boiler although the inspection report mistakenly
. refers to the No. 2 recovery boiler. The No. 2 power.beiler is subject.to

- NSPS Subpart D, Section 60.45, Emission and Fuel Monitoring. Nekoosa contends
ythat stack tests conducted in 1977 showed that the nitrogen oxides emissions
;%a?e"Tessfthan~70 percent. of.the standard;..thus, they-are exempt-from operating
ggfﬁﬁrgpission monitor accerding.to. 40 CFR Paragraph 60.45(3).

Production at the time of the inspection was 1,200 air-dried tons of pulp per
day (ADTPD). The maximum design capacity is 1,335 ADTPD. During the inspec-
tion the No. 2 power boiler was burning coal at 18.5 ton/h. The boiler has
the capability to burn wood waste at a rate of 20 ton/h. Steam production
averaged 400,000 1b/h at 940 psi. Emissions are controlled by two scrubbers
that emit through a common stack, Emission Point 4.

The No. 2 recovery boiler was burning 440 gal/min of black Tiquor with 67
percent solids. The recovery boiler was operating at about maximum load
because the No. 1 recovery boiler was shut down during the inspection. Emis-
sions from the recovery boiler are controlled by two electrostatic precipita-
tors that emit through a common stack (Emission Point 2). Steam production
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from the boiTer'averaged 440,000 1b/h with a maximum production of 575,000
Tb/h. About 130,000 Tb/h of dry solids are transferred from the recovery
boiler to a smelt dissolving tank to make green liquor.

The No. 2 natural-gas-fired 1ime kiln was processing 450 to 500 gal/min of
Time mud into calcium oxide. Calcium oxide production was about 16 ton/h with
a maximum of 18 ton/h. Emissions from the lime kiln are controlled by a

venturi scrubber (Emission Point 1).

Smelt dissolving tanks process about 130,000 1b/h of recovery boiler solids
into green Tiquor. Emissions from the smelt dissolving tank are controlled by
two scrubbers that exit through individual stacks, Emissions Points 25 and 2N.
Emissions from these sources are regulated under the Arkansas State Implemen-
tation Plan, New Source Performance Standards Subpart{Q;and BB, and the Arkan-
sas Air Code. <

The No. 2 power boiler is subject to Subpart D, Section 60.42, Standards for
Particulate Matter. The boiler is Timited to emissions of 0.1 1b/million Btu;
stack test results show 0.0727 1b/million Btu. Opacity is limited to 20

percent except for six-minute periods per hour of not more than 27 percent.

Rainy and cloudy conditions on the inspection day prevented visible emission
observations. Subpart D, Section 60.43, limits sulfur dioxide emissions to
1.2 1b/ million Btu of solid fossil fuel; stack test results show emissions of

0.2 1b/mi1lion Btu. Section 60.44 limits nitrogen oxides emissions to 0.70

1b/ million Btu; test results show emissions of 0.3 1b/million Btu. Since the
nitrogen oxides emissions are less than 70 percent of the allowable, Nekoosa
contends that it is exempt from operating the continuous emissions monitor,
Agccording to 40 CFR Paragraph 60.45(3). Mr. Matthews explained that Nekoosa
jrequested EPA to exempt the company from monitoring nitrogen-oxides emissions
ifrom the No. 2 power boiler. S

‘Prevention of Significant Deterioration Permit PSD-AR-42 states that Nekoosa
‘must comply with the Standards of Performance for Kraft Pulp Mills, 40 CFR
Part 60, Subpart BB, for particulate matter emissions from the No. 2 recovery
boiler, the No. 2 lime kiln, and the No. 2 dissolving.tank vent. Stack tests
must be conducted according to test methods and procedures specified in 40 CFR
60.285, Subpart BB. Section 60.282, Standards for Particulate Matter, limit
recovery boiler emissions to Q.044 grains per dry standard cubic foot correc-
ted to 8 percent oxygen. Stack tests conducted on the recovery boiler show '
0.0062 grains per dry standard cubic foot particulate emissions. Smelt dis-
solving tank particulate emissions are limited to 0.2 1b/ton of black Tiquor
solids; stack tests show 0.1951 1b/ton black Tiquor solids. Lime kiln emis-
‘sions are limited to 0.067 grains per dry standard cubic foot corrected to 10
percent oxygen while burning natural gas; stack test results show 0.0306
grains per dry standard cubic foot. The company used Method 16 to test for
‘total reduced sulfur (TRS) emissions from the recovery boiler, smelt dissolv-
ing tank, and lime kiln. Results show 2.76 ppm TRS from the recovery boiler;
0.0067 1b HyS/ton liguor solids from the smelt dissolving tanks; and 6.8 ppm
TRS from the lime kiln. :

As mentioned earlier, I could not observe visible emissions because cloudy,
rainy conditions caused elongated and comingling steam plumes.






Nekoosa uses two venturi scrubbers to control emissions from the No. 2 power

‘boiler. The scrubbers emit through a common stack. During the inspection,

each scrubber had a pressure drop around 18 in. and a flow rate of 1200 gal/
min. of water. Scrubber effluent pH is not measured. The No. 2 recovery
boiler emissions are controlled by a two-chamber Wheelabrator Frye wet bottom
electrostatic precipitator. Each chamber has three fields. During the in-
spection the primary voltage in each field varied between 260 to 330 volts.
One field had a reading of zero. The current varied between 100 and 320 amps
with the same field having a reading of zero. With dust loading of 6 grains
per dry standard cubic foot, efficiency is estimated at 99.67 percent. The
smelt dissolving tank emissions are controlled by two scrubbers, one for each
tank. During the inspection the scrubbers were operating at a pressure drop
of 4 in. of water. The water flow rate and pH are not measured. No. 2 lime
kiln emissions are controlled by an AirPol venturi scrubber. During the
inspection the scrubber had a pressure drop of 20 to 21 in., and a water flow
rate of 1800 gal/min. .

The coal handling facility was inspected as part of a SIP inspection by Arkan-
sas. Rail cars are unloaded through bottom opening hopper doors. Vibrators
shake the rail cars during unloading. The coal in the receiving hoppers is
conveyed to storage bins using a closed system drag chain, bucket elevator,
and belt conveyors. The unloading area is equipped with electrically operated
roll-up doors at each end of the shed and surfactant sprays to suppress dust
while unloading the rail cars. During the inspection, the operator mentioned
that the roll-up doors did not work and that he was not aware of dust suppres-
sion sprays. We observed emissions while the operator emptied some coal from
one rail car. Although some dust emanated from around the rail car, no dust
was emitted outside the shed during unloading. The area around the shed did
not appear covered with coal dust. However, the operator said the coal was
wet and that dry coal emits more dust.

Nekoosa operates reactors to make chlorine gas used for bleaching paper.
Pressure relief valves release excess chlorine gas into the atmosphere. W. T.
Westbrook, ADPCE, expressed concern about employee exposure to chlorine gas
emissions. Nekoosa is experimenting with caustic scrubbers to alleviate
chlorine gas emissions. During the inspection a yellow/green gas was emitted
from the chlorine gas reactors.

While conducting the inspection, I completed Arkansas inspection checklists
and a Region 6 checklist. The checklists are -attached to this report in the

‘Observation Summary. I also completed a file review, which is attached to

this letter. Photographs taken during the inspection did not come out because
of a camera malfunction.






If you have any questions, please call me.

Sincerely, -

JPP;sw]

Attachments

cc: H. Lewis (2)






NSPS FILE REVIEW

NEKOOSA PAPERS, INC.
_ ASHDOWN, ARKANSAS
- CDS 1460-9002 and 1460-00003/NSPS

On July 1, 1975, Nekoosa Paper received approval of Permit 287-A under
the Arkansas Commission on Pollution Control and Ecology (ACPCE) for install-
ing a coal-fired power boiler. The boiler was to burn 59,300 1b/h coal and
produce 500,000 1b/h steam at 850 psi. On May 20, 1975, a public notice was
filed concerning the boiler permit..

On April 29, 1976, ADPCE conducted an inspection of Nekoosa. The report
states there were some visible emissions, but it was impossible to evaluate
them. ' | '

"~ On October 4, 1976, Nekoosa submitted coal-fired boiler information to
EPA. According to information supplied in Nekoosa's letter of October 4,
1976, Nekoosa was required to test emissions from the boiler within 60 operat-
ing days. On October 27, 1976, EPA sent Nekoosa notification that the coal-
fired boiler was subject to New Source Performance Standards (NSPS), Subpart
D - Standards of Performance for Fossil Fuel-Fired Steam Generators.

On March 9, 1977, Nekoosa notified EPA that the Lear-Siegler RM-4 opacity
meter was not functioning because of water droplets in the stack gas. The
company proposed monitoring the pressure drop across both venturi scrubbers
and the pressure on the nozzles to the venturi throats to show compliance with
NSPS Subpart D.

On March 9, 1977, an EPA internal memo requested evaluating the alter-
native continuous monitoring system pursuant to 40 CFR 60.13(i)(1).

On May 18, 1977, Nekoosa Paper sent additional information to EPA for
compliance test runs conducted in December 1976.

On June 14, 1977, Nekoosa Paper sent a first quarter report to EPA ex-
plaining that sulfur dioxide and nitrogen oxides emissions did not exceed
NSPS. |

On June 20, 1977, an EPA internal memo recommends that legal action be
taken against Nekoosa for violation of 60.42 particulate standards, and 60.13
and 60.35 for failure to conduct proper continuous monitoring evaluations for

sulfur dioxide, nitrogen oxides, and oxygen.






On July 25, 1977, Nekoosa Paper submitted a second quarter report showing .
that they failed to meet NSPS for particulate emissions; sulfur dioxide emis-
sions were within the 1imits and the continucus monitoring was operating.

On June 29, 1977, EPA reﬁ]ied to Nekoosa's request for alternative moni-
toring programs. EPA would grant an alternative mbnitoring program if per-
formance tests for particulate were conducted every six months and the liquid
flow rate on the venturi scrubber was monitored and recorded continuously.

On July 28, 1977, EPA found that Nekoosa Paper's sulfur dioxide monitor
passed the 2-hour and.24-hour calibration drift tests and the high range
calibration. The accuracy test exceeded the allowable 1imit as did the mid-
range calibration air test. Oxygen monitor tests and the required response
time test were not conducted. 40 CFR 60.13 and 60.45 were violated. EPA
explained they were considering issuing an NOV to the company for the viola-
tions. ’

On August 18, 1977, EPA notified Nekoosa about a meeting conference on
September 14, 1977, to deal with the particulate violations of NSPS for the
new coal-fired steam generator.

On October 10, 1977, Nekoosa notified EPA that third quarter emissions of
sulfur dioxide and nitrogen oxides meet NSPS.

On December 1, 1977, Nekoosa notified EPA that particulate emissions from
the coal-fired boiler were in compliance with NSPS; however, the sampling rate
was not within the isokinetic allowance. Nitrogen oxides were 30 percent
below the 1imit of 0.7 1b/million Btu.

On May 17, 1978, Nekoosa notified EPA that the semiannual compliance
testing for particulates on the coal-fired boiler was scheduled for June 5,
1978.

On December 1, 1978, Nekoosa notified EPA that semiannual particulate
compliance testing was rescheduled from December to January 22, 1979.

On January 15, 1979, compliance tests were postponed from January 22 to
March 12, 1979, because of problems with the coal handling system.

On March 2, 1979, Nekoosa wrote EPA to confirm a March 19, 1979, date for
semiannual compliance testing on the coal-fired boiler.

On'August 20, 1979, Nekoosa informed EPA that compliance tests were
scheduled for September 7, 1979.






© 0On August 29, ‘1979, an EPA internal memo requested an observer.for the
performance tests at Nekoosa scheduled for September 17, 1979. Test methods
to be observed were 1, 3, and 5, according to 40 CFR Part 60 Subpart D.

On September 11, 1979, Nékoosa fnformed_EPA that the compliance tests
scheduled for September 17 were rescheduled for the second week of October.

On March 12, 1980, Nekoosa informed EPA about the compliance tests that
were scheduled for April 14, 1980.

On March 18, 1980, Nekoosa sent EPA a compliance test schedule for its
PSD-AR-42 whereby the source shall comply with standards of performance for
Kraft pulp mills 40 CFR Part 60 Subpart BB for particulate matter from the
No. 2 recovery boiler, the 1ime kiln, and the No. 2 disso]vfng tank vent using
test methods and procedures in 60.285 (proposed).

On March 25, 1980, Nekoosa sent EPA a revised schedule for compliance
testing. ‘ |

An EPA internal memo dated April 25, 1980, discusses a telephone conver-
sation with Nekoosa regarding the deficiencies in the excess emissions report
for the fourth quarter of 1979 caused by the lack of an oxygen monitor. A new
monitor was instalied on the boiler stack. EPA informed Nekoosa that the new
oxygen monitor must be evaluated within 60 days.

On June 17, 1980, Nekoosa Paper sent EPA a schedule for compliance test-
ing according to PSD-AR-42.

On July 17, 1980, Nekoosa sent EPA first quarter emissions report.

On July 24, 1980, EPA addressed Nekoosa's excessive emissions report des-
cribing the deficiencies in the report and giving Nekoosa 30 days to correct
the deficiencies.

On October 8, 1980, Nekoosa informed EPA that compliance testing would be
conducted during the week of November 11.

On August 21, 1980, EPA addressed Nekoosa's excessive emissions report,
identifying the deficiencies in the report.

On August 27, 1980, Nekoosa sent EPA the results of performance testing
on the No. 2 power boiler. Tests were conducted at 60 percent of full Toad.
Nekoosa planned to test for nitrogen oxides emissions at full load. The test
was tentative1y scheduled for the week of November 4.






On October'8,'1980; PEDCo submitted a pretest meeting report tb EPA ex-
plaining that nitrogen oxides tests would be conducted on the power boiler.
using bark chip fuel on November 4 while particulate is tested on November 10.

On October 8, 1980, Nekobsa sent EPA tentative compliance testing sched-
ules for the week of November 11. ‘

On January 6, 1981, Nekoosa informed EPA that a strike situation at the
plant caused a void in the submission of air monitoring reports. A news
re]ease by Nekoosa Paper showed that union workers went on strike on January 5
and that the company non-union personne] began running the paper mill on a
" 1imited production basis.

On February 19, 1981, Nekoosa Paper submitted a fourth quarter emissions
excess emissions report evaluation to EPA.

On April 3, 1981, EPA responded to an excess emissions report submitted
by Nekoosa on March 2, 1981, for excess sulfur dioxide, particulate, and oxy-
gen from the No. 2 recovery boiler.

On April 20, 1981, Nekoosa sent EPA a reschedule of comp]1ance test from
the ‘week of April 20 to the week of May 4 because of repairs needed on the
sampling equipment. ’ ‘

On April 21, 1981, Nekoosa Paper sent EPA a final report covering the
semiannual compliance tests for particuTates and performance tests for sulfur
dioxide and nitrogen oxides. On May 5, 1981, EPA sent PEDCo performance test
results for review and comment. On May 13, 1981, EPA sent Nekoosa an EPA
Region 6 stack test report format for reporting test results.

On May 14, 1981, EPA sent Nekoosa a letter stating that Nekoosa was in
violation because of testing, monitoring, and reporting requirements. Nekoosa
had not conducted performance tests for total reduced sulfur emissions on the
recovery boiler, lime kiln, and smelt dissolving vents and submitted a report
of the results to the EPA within 180 days after initial startup. On May 22,
1981, Nekoosa sent EPA a schedule for testing the lime kiln, smelt dissolving
tank, recovery boiler, and TRS emissions.

On May 29, 1981, Nekoosa sent EPA particulate and sulfur dioxide perform-
ance test reports for the recovery boiler No. 2 and smelt dissolving system
No. 2 and the lime kiln.






On June 26, 1981, Nekoosa Paper informed EPA that repairélwould be made
on the No. 2 coal and bark-fired boiler and that a natural gas?fired package
boiler would be installed and used in emergency conditions.

On July 24, 1981, Nekoosa sent ADPCE a Tetter about adding a new fifth

digester under Permit No. 287-A.

On July 24, 1981, EPA sent Nekoosa a review of the excess emissions
report of the emissions for the quarter ending March 31, 1981, for the No. 2
power boiler. -

On September 17,'1981, EPA observer (Harmon Engineering) submitted an
observer's test report for stack tests monitoring of TRS emissions from the
smelt dissolving tank vents, according to NSPS Subpart BB, using Method 16A.

On August 6, 1981, ADPCE approved adding the fifth digester to Nekoosa's
plant. . . '
On August 7, 1981, Nekoosa sent EPA results of the No. 2 recovery boiler
performance tests for sulfur dioxide and TRS emissions.

On August 18, 1981, Nekoosa sent EPA a letter discussing ADPCE's permit
No. 287-A for the proposed fifth digester. Nekoosa explained the importance
of having the fifth digester and how the production operations would be con-
ducted during repair of the other four digesters.

On September 10, 1981, EPA sent Nekoosa comments on the resuits of the
performance tests conducted on November 10 and 11, 1980, for the No. 2 power
boiler where the nitrogen oxides emissions are greater than 70 percent of the
allowable standard. Therefore, 40 CFR 60.45(b)(3) requires installation of
continuous monitoring systems for nitrogen oxides and either oxygen or carbon
dioxide. They were to be installed by November 11, 1981.

On September 21, 1981, EPA discussed conditions of operations under New
Source Performance Standards with the fifth batch digester.

On August 28, 1981, Nekoosa sent EPA second quarter 1981 emissions report

for the power boiler. Results showed nine periods of excess sulfur dioxide

emissions.

On February 2, 1982, EPA sent Nekoosa Paper an evaluation of the results
of the performance tests conducted on June 16-22, 1980, and additional infor-
mation submitted September 9, 1981, for the No. 2 recovery boiler. The boiler
was in compliance for the requirements of PSD-AR-198 and NSPS 40 CFR Part 60
Subpart BB. | |






On December 4, 1981, PEDCo reviewed a test report for opacity monitor
certification. ,

On March 19, 1982, Nekoosa sent ADPCE a schedule for testing particulate
emissions from the power boi]ér during the week of April 12.

On April 5, 1982, Nekoosa Paper sent ADPCE its reschedule of tests for
the power boiler from April 12 to May 5. _

- On June 4, 1982, Nekoosa sent ‘EPA notification that a natural gas-fired

package boiler will be installed to'pick up the load on the coal- and bark-
fired power boiler as the bark-fired boiler is going to be shut down for about

three weeks for repairs.
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- NEW SOURCE PERFORMANCE STANDARDS (NSPS)
AND PREVENTION OF SIGNIFICANT DETERIORATION (PSD)
INSPECTION REPORT

NEKOOSA PAPERS, INC.
- ASHDOWN, ARKANSAS
CDS 1460 6002, NSPS 1460 3002, AND PSD-AR- 042

I. INTRODUCTION

On April 5, 1983, John P. Paul, PEDCo Environmental, Inc., conducted a
training inspection at Nekoosa Papers in Ashdown, Arkansas. The plant is
located about one mile south of Ashdown, Arkansas, on U.S. Highway 71. Ray
Taylor is the Vice President in charge of the plant; Bill Matthews is the
Environmental Engineer in charge of environmental matters. I was accompanied
on the inspection by Harold Lewis, Compliance Manager, Arkansas Department of
Pollution Control and Ecology (ADPCE); and L. E. Cummings and W. T. Westbrook,
field inspectors, ADPCE.

II. ACTIVITY SUMMARY

My inspection included the No. 2 power boiler, a combination coal/wood
waste boiler subject to NSPS Subpart D; the No. 2 recovery boiler, the No. 2
Time kiln, and the smelt dissolving tank, all subject to NSPS Subpart BB and
PSD-AR-042. These sources are also subject to the Arkansas State Implementa-
tion Plan and Arkansas Air Code Regulations. The inspection began about 8:30
a.m. and ended about 4:00 p.m.

III. PROCESS DESCRIPTION

The No. 2 power boiler burns up to 20 ton/h of wood waste and 25 ton/h of
coal in various combinations to produce 500,000 1b/h steam. Emissions from

the boiler are controlled by two venturi scrubbers that emit through a common

 stack (Emission Point 4). The high efficiency scrubbers are generally oper-

ated at 18 in. pressure drop and 1200 gal/min of water. Air flow through both
scrubbers totals about 250,000 acfm.

The No. 2 recovery boiler processes about 440 gal/min of black Tiquor
(60-65 percent solids) to produce 575,000 1b/h of steam at 940 psi. The

boiler is a Combustion Engineering chemical and heat recovery unit. The






recovery boiler reclaims cooking salts (smelt) from black Tiquor and derives
heat energy from burning the organic content of the Tiquor. .Emissions from
the unit are controlled by a two-chambér wet-bottom Wheelabrator Frye electro-
static precipitator with threé fields in each chamber (Emission Point 3). The
precipitator is rated at 99.67 percent efficiency at 6 grains dust loading per
dry standard cubic foot. The precipitator operates at about 300 volts and
between 100 and 200 amps primary current.

The No. 2 Time kiln processes 450 to 500 gal/min of lime mud into 18
ton/h calcium oxide (Time). Calcium oxide is fed to the smelt dissolving
tanks, then the mixture is transferred to a slaker. The calcium oxide reacts
with sodium carbonate to form sodium hydroxide and a calcium carbonate preci-
pitate (Time mud). Lime mud is recycled through the kiln and back into the
process. The kiln burns natural gas above 1500°F to dissociate carbon dioxide
from the calcium carbonate lime mud. Emissions from the kiln are controlled
by an AirPol high efficiency venturi scrubber (Emission Point 1). The scrub-
ber normally operates at a pressure drop of 20 to 21 in. H,0 and 1800 gal/min
water. ‘

Molten smelt from the recovery boiler is dissolved in water at a con-
trolled strength in the smelt dissolving tanks. Molten smelt ié'discharged
from the furnace through six smelt spouts. Three spouts discharge into the
north dissolving tank and three into the south dissolving tank. The dissolved
smelt is called green liquor. The smelt system dissolves about 130,000 1b/h
dry solids in water. Emissions from each tank are controlled by an AirPol
venturi scrubber. Weak wash, from the 1ime mud wash overflow, is pumped
countercurrent to the air flow through the scrubber to remove particulate from
smelt tank exhaust gases. Each scrubber emits through an individual stack
(Emission Points 25 and 2N).

IV. OBSERVATION OF PROCESSES

Production rate at the time of the inspection was 1,200 air-dried tons of
pulp per day (ADTPD). The maximum design capacity is 1,335 ADTPD. During the
inspection the No. 2 power boiler (Emission Point 4) was burning 18.5 ton/h of
coal. Mechanical problems prevented burning wood waste at the time. No. 2

power boiler scrubber 1 was operating at a differential pressure of 18 in. of






water, 2,097 gal/min flow rate, and pH 10. The flow meter at the ehtrance to
the venturi on Scrubber 2 was broken at the time; however, the company esti-
- mated the flow rate at 1000 gal/min plus 785 gal/min to the throat of the
venturi, totaling 1,785 ga]/mfn. Differential pressure drop was 18 in. H,0
and the pH was 7. '

The No. 2 recovery boiler was processing 440 gal/min of black liquor,
producing 130,000 1b/h dry solids, and 440,000 1b/h steam at 940 psi. Accord-
ing to Bill Matthews, the No. 2 recovery boiler operated above normal because'
the No. 1 recovery boiler was down for maintenance. One chamber of the elec-
trostatic precipitator operated between 260 and 300 volts, and 200 to 320
amps. The other chamber operated between 320 and 330 volts, and 100 to 220
amps. One field in the chamber showed zero voltage and zero amps, indicating
the field was not operating at the time of the inspection. The spark rate is
not measured; however, rapping occurred at five-minute intervals in each
chamber fie]d; The transmissometer on the recovery boiler stack showed 10
percent opacity during the inspection. However, due to cloudy, rainy condi-
tions, no visible emission readings were taken of the sources.

 The Time kiln processed 450 gal/min of 1ime mud and produced 16 ton/h of
calcium oxide. The Time kiln scrubber operated at a pressure drop of 20 to 21
in. Hp,0 and 1800 gal/min water flow rate; the scrubber water pH is not mea-
sured. '

The smelt tanks dissolved 130,000 1b/h of dry solids into green Tiquor.
Each of the scrubbers on the dissolving tanks operated at a pressure drop of 4
in. Hy0. Scrubber flow rates and pH aré not measured.

The coal handling facility was inspected as part of a SIP inspection by
Arkansas. Rail cars are unloaded through bottom opening hopper doors. Vibra-
tors shake the rail cars during unloading. The coal in the receiving hoppers
is conveyed to storage bins using a closed system drag chain, bucket elevator,
and belt conveyors. The unloading area is equipped with electrically operated
rol1-up doors at each end of the shed and surfactant sprays to suppress dust
while unloading the rail cars. During the inspection, the operator mentioned
that the roll-up doors did not work and that he was not aware of dust suppres-
sion spfays. We observed emissions while the operator emptied some coal from
one rail car. Although some dust emanated from around the rail car, no dust

was emitted outside the shed during unloading. The area around the shed did






not appear-covered'with'coa1 dust. However, the operator said the coal. was
wet and that dry coal emits more dust. '

Nekoosa operates reactors to make chlorine gas used for bleaching paper.
Pressure relijef valves release excess chlorine gas into the atmosphere.  W. T.
Westbrook, ADPCE, expressed concern about employee exposure to chlorine gas
emissions. Nekoosa is experimenting with caustic scrubbers to alleviate
chlorine gas emissions. During the inspection a yellow/green gas was emitted

from the chlorine gas reactors.
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PRE INSPECTION CHECKLIST

NSPS Application Subpart(s)D and BB Nekoosa Papers, Inc.

Company lame

SIP Permit Number(s)

PSD Permit Number(s) PSD-AR-42

CSH__4100002

Is source required to keep records? X YES NO

If so what record?
CEM monitor

Which of the following sections

of the inspection form is applicable

for the facility you are going to inspect:

What sources or emission points
No. 2 power boiler

[ X] Continuous Emissions Monitors [ ] Incinerator

[ X] Fossil-Fuel-Fired Boiler [ ] voC Storage

[ ] Coal Preparation Plant [ X] Kraft pPulp Mill
[ J Asphalt Plant [ ] other

/

at the facility are subject to NSPS?

No. 2 recovery boiler

Dissolving tanks

No. 2 Time kilp

What sources or emission points
No. 2 recovery boiler (ESP)

are subject to PSD?

Dissolving tank scrubber (2)

Lime kiln (scrubber)

What sources or emission points

are subject to SIP?

What sources or emission points

are subject to NESHAPs?






Arkansas Air Inspection Form

General Information

Date of Inspection  April 5, 1983

Time In: 8:30 a.m. Time Out: 4:00 p.m.

Company Name Nekoosa Papers, Inc. CSN .

Address U.S. Highway 71

City or Town Ashdown, AR County Little River
P.0. Box 496

Mailing Address

Ashdown, AR 71822

Type of Industry Kraft pulp mill and paper manufacturing

Type of Inspection (circle): SIP, NSPS, PSD, Complaint, NESHAP

NSPS Applicable Subpart D and BB

Company Persbnnel Name Title Phone

o Vice President-
Responsible for Facility _Ray Taylor Southern Div. (501) 898-2711
Responsible for Environmental Environmental
Matters Bill Matthews Engineer (501) 898-2711
Company Personnel Environmental
Contacted ' Bi1l Matthews Engineer (501) 898-2711

Normal Operation Schedule:

24 hrs./day 7 days/wk. 52 wks./yfs.

Production Rate at Time of Inspection: 1200 ADTPD

Maximum Design Capacity: 1335 ADTPD






INSEECTOR‘S SUMMARY

Comments and Recommendations:

Pulp production 1,222 ADTPD

Paper production 1,427 ADTPD

Coal burning only in power boiler at 12:30. Coal feed rate = 37,000 1b/h.

R

Maximum bark feed = 20 ton/h.

R

Maximum.coal feed = 22-25 ton/h.

Smelt dissolving tank

11.5 1b/gal density

7.25 1b solids/gal of Tiquor

440 gpm is higher than normal because No. 1 recovery boiler was down for maintenance

at the time of the inspection.

Compliance Status (Write In, Out, Unk., N/A); Air Code, SIP, NSPS

PSD, NESHAP

Next Inspection Date:

Inspector’'s Signature






LIl

PRE INSPECTION CHECKLIST

NSPS Application Subpart(s)D and BB Nekoosa Papers, Inc.
SIP Permit Number(s) 3 Company !ame

CSH__4100002

PSD Permit MNumber(s) PSD-AR-42

.

v

Is source required to keep records? ¥ YES NO
If so what rdcord?

CEM monitor .

Which of the following sections of the inspection form is applicable
for the facility you are going to inspect:

[ X] Continuous Emissions Monitors [ ] Incimérator
[X],Fossil;Fuel—Fired Boiler [ 1 voC storage

[ ] Coal Preparation Plant [ X] Kraft Pulp Mill
[ 3 Asphalt Plant [ ] '

Othefw

What sources or emission points at the facility are subject to HSPS?
No. 2 power boiler

No. 2 recovery boiler

Qissolvinq tanks

No. 2 1ime kiln

What sources or emission points are subject to PSD? o
No. 2 recovery boiler (ESP)

Dissolving tank scrubber (Z)

Lime kiln (scrubber)

What sources or emission points are subject to SIP?

‘What sources or emission points are subject to NESHAPs?






CONTROL BEQUIPMENT INFORMATICON

EMISSICN TYPE OF CONTROL PRESSURE WATER FLOW RATE AIR FLOW Ft3/ MIN
POINT EQUIPMENT DROP (A) (B) GAL/MIN - (©)
No. 2 power Scrubbers (12" stack) 250,000 acfm
boiler (4) 18" 1200 '
18" 1200
No. 2 recovery ESP 292,000
boiler (35S, 3N)
Dissolving tanks
2S : Scrubber 4" Flow meters are 35,750
2N Scrubber 4" broken
No. 2 Time kiln Scrubber 20"-21" 1800 39,761

(1)

FOOTINCTIES::

(1) CYCLONE (A) (C)

(2) BAGHOUSE (A) (C)
(3) SCRUBBERS . (B) (B) (C)

(4) WATER SPRAY (B)

(5) ESP (C)
(6) OTHER

ARE THERE ANY UNCONTROLLED SCURCES LOCATED AT THE FACILITY?

IF YES, LIST THEM.






Notes: Coal sulfur content = 2 to 3 percent.

Recovery Boiler ESP:

North Precipitator'Primary Current

South Precipitator Primary Current

Amps 0/100/220 320/200/270
Volts 0/320/330 330/268/260
Secondary Secohdary
Milliamps_0/500/950 1500/850/1450
KV 0/ 70/ 62 50/ 50/ 40

Rapping - every 15 minutes.

11:00 Opacity 10%.

Recovery boiler

Operating 440 gpm, 67% solids

Producing steam 440,000 1b/h, 830°F, 940 psi

No. 2 power boiler - 124%F.7.1% 0,. 41 ppm $0,. 0.1 50, 1b/10° Btu

Recovery boiler:

Scrubber 1

Scrubber 2

Flow (gpm) 2,097

1.785

Differential pressure 18

18 (in, of H203

pH 10.4

7.0






Maintenance of Control Ecuiprment:

(1) Does facility maintain a maintenance program for control equipment?

X yes no

(2) How often is control equipment checked and by whem? Daily by operators

and technical services

(3) Are records kept on maintenance of control equipment? X vyes no

(If yes, ask to see records)

Upsets
i mrtmp——

gave there been any upsets within the last 3 months which caused emissicns above

the allowable limits or odors to escape into the ambient air? yes X

no Was upset reported to Agency? Xjes ne
Have there been any changes or modifications in plant's process oOr operation
since the last air inspection?

. yes X no If yes, list date and type of change.

Boiler Information

Design Capacity

EMISSION Fuel N 3 3
POINT Used sutfur | Ash | Meisture | BYAR or LBS/HR Stean
Puwer boiler Coal/ - 2-3% 20% 5-6% 5.8247 x108 400,000 to
wood waste| -- 2-5% 40% Btu/h 500,000
Recovery boi1er Black ~Black Tiguor at p7% solids 440,000 1b/h

Tiquor .
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CPACITY %

COAL STORAGE

"TYPE: SILO PILE X FABRICATED BIK_X

i — B

STORAGE DESIGK FEED RaTE__800  TON/XK Day

e

TY?

t*)

OF COAL STORED: RAW WASEED X

DESCRIBE FUGITIVE EKISSIOK

LoTES: Coal sulfur contents running between 2% and 3%.






CONTINUOUS EMISSION MONITORS

(1) MONITOR(S) LOCATION: ON STACK X IN DUCT

(2) ARE MONITORS ZEROED DAILY? YES X NO

(3) ARE MONITORS CALIBRATED DAILY? YES X = NO

(4)

WHAT TIME OF DAY ARE MONITORS CALIBRATED AND ZEROED? Day shift

GENERAL QUESTIONS ON CEM'S

(1)

(2)
(3)
(4)
(5)
(6)
(7)

ARE LOGBOOKS BEING KEPT ON THE FOLLOWING?
MALFUNCTIONS & REPAIRS ON POLLUTION CONTROL DEVICES VYes
MALFUNCTION & REPAIRS ON CEM's VYes
SPAN CHECKS ADJUSTMENT'S Yes
ZERO CHECK ADJUSTMENT'S Yes
STARTUPS & SHUTDOWNS Yes

ARE STRIP CHARTS IDENTIFIED/LABELED & STORED X YES NO

IS STORED DATA ACCESSED/RETRIEVED EASILY? _ X YES NO

ARE SPARE PARTS MAINTAINED FOR MONITORS X YES NO

DOES ‘FACILITY HAVE PREVENTATIVE MAINTENANCE PROGRAM X vYES NO

HOW OFTEN IN PREVENTATIVE MAINTENANCE PERFORMED? Daily

AT THE TIME OF THE INSPECTION WERE THE MONITOR(S) OPERATING? X YES
‘ NO

IF NO, LIST WHAT MONITORS WERE DOWN, AND THE REASON WHY, AND
WHAT PART OF THE MONITORING SYSTEM WAS DOWN (EXAMPLE ANALYZER,

DATA READER, SAMPLING INTERFACE) AND DURATION OF DOWNTIME.

NOTES ON CEMS:

Monitored on strip chart and information on computer.






Kraft Pulp Mills

Type of wood used: Softwood _ X Hardwood X
Sulfidity - 20%-25% '
Sulfide content of white liquor

Pulping Capacity 1,335 ADTPD

Recovery Boiler or Fufnace

Black liquor firing rate 300-400 qpm

Percent solids of black liquor 60-65 A

Percent excess air: _2-5% 02 %

Percent secondary air . %

Lime kiln

Type fuel used: Oii Gas X

Fuel Consumption: 0il ‘ gal/hr.
Gas 135,000 cf/hr.

Production Rate 17 _ ton/hr.

Kiln Temperéture 500 ©F

Raw Material Feed Rate Lime Mud 450-500 gpm xswywe. 16 to 17 ton/h Cal

Sodium content of washed cake 0.1

Make-up rate for salt cake (1lbs./salt cake added per ton pulp produced)

115 1b/ton

Notes:






EPA REGION VI

SIP INSPECTION CHECKLIST

AQCR jffi_ Date(s) of Inspection
April 5, 1983
Time In 8:30 out _4:00
Combany_Name Nekoosa Papers, Inc.
Mailing Address - P.0. Box 496

Ashdown, AR 71822

Location of Facility 1 mile south of Ashdown, AR, on U.S. Highway 71 in

Little River County

(Include County or Parish)

Type of Industry Kraft pulp mill and paper manufacturing

Form of Ownership

Corporate Address

Company Personnel Name

Responsiblie for A
Facility Ray Taylor

Responsible for

Environmental
Matters Bi1l Matthews

Company Personnel Bill Matthews

Contacted

Confidentiality
Statement given to

EPA Personnel J. P. Paul

State or Local Harold Lewis

Title Phone
Vice President -
Southern Division (501) 898-2711
Environmental
Engineer (501) 898-2711
Envivommental
Engineer (501) 898-2711
Environmental
Bill Matthews Engineer (501) 898-2711
PEDCo
Environmental (817) 460-0777
[ E.Cummings ADPCE (507T) 525-1271
ADPCE (501) 562-7444
(501) 744-1266

Agency Personnel T, Westbrook ADPCE






EP3 )
~ No. 2 recovery *
boiler stack

esp ) (s EP2S EP2N
south north

3 SEiCk stgck

Black > No. 2

’ ‘§q9°” recovery <:Sérubber:> Scrubber
’ b0111f :

4

ekégg Smelt
Tiqudr dissolving

tank
EP1
Cs Lime kiln
.ije stack
mlj
. Natural .
gas 5 | No. 2 v Scrubber
A Lime kiln
) S '
No. 2 Power
l ' \ boiler,stack
Calcium : T
oxide )
Steam » .
T Scrubber ( Scrubber
Wood }
Waste a3 /
No. 2
Coal ———>

power
Ajr ———————3x boiler

Description of process (using simple process flow diagrams with emission points):
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This checklist should be filled out only for hydrocarbons with vapor pressures
greater than 1.5 psia at storage conditions.

STORAGE

Tank No.

Capacity
(units)

Type (1)

Product
Stored

Vapor
Pressure
(units)
@ Max.
Storage
Temp

Maximum
Storage
Temp. .

Vapor (2)
Controls

Remarks*

NOT APP

L ICABLE

Footnotes:

(1) C = fixed roof; F =
spheroid; H = horizontal; U =
N = None, CV = conservation vents; F = floating roof (SS = single seal;

(2)

floating roof; p = pressure; 0 - open top; S
underground

DS = double seal); VR = Vapor recovery (describe); VD = vapor disposal

(describe); VB = vapor balance;

* Date installed, etc.

SF = submerged fill.
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STATIONARY GASOLINE STORAGE CONTAINER(S)

&

Emission Date Submerged Type Vapor Recovery
Point Container Size Installed Fill Line Roof System Type

NOT APALICABLE

WATER SEPARATOR

Volatile Hydrocarbons Amount Type Vapor Control
Emission | . Type Vapor Volatile '
Point ‘Separated Pressure Hydrocarbon
(psia) Entering/day

NOT|APPLICABLE

ORGANIC SOLVENT EMISSIONS

Types of Operation NOT APPI TCABIE

Max. Amount Emitted Per Hour: /Hr
Method Used To Determine

Max. Amount Emitted Per Day: /Day

Method Used To Determine:

> Controls On Emissions:






. ‘

FIELD OBSERVATIONS SUMMARY

Emission
Point

Opacity
Reading

Time

Start

End

Comments

(Instantaneous Reading, 6 min. Reading, etc.)

Cloudy, rainy conditions, elongated steam
plumes, and comingling plumes prevented read-
ing visible emissions. :






INSPECTION INFORMATION REQUEST

Company Name: Www P %W A .

Location: Q&MW

Source Number(s): 14€0 é.ooo&/{’so ~AR- 04 J460 90002///!/5105
.Type Inspection:. PS D / NSPS

Enforcement Engineer: 9{&/&/\/\4/ &M&Mﬁ/

PG = Tl T 85,

© For all items checked below, please obtain 1nformat1on and include
it in your report.

© Identify any facilitiés which you consider subject to NSPS, but
which are not currently listed in CDS.

© Attach this request to your report.
I.  ADMINISTRATIVE INFORMATION
A. Company Identification

[ Mailing Address

o] Location
/ Company Environmental Contact

4~ Name ' /; Phone Number
Plant Manager
7 Name Phone Number
Chief Corporéte Officer
7T Name | / Address
B. Procedural Information
PSD/NSPS Point(s) LA

[] Commence Construction Date
[] sStart-Up Date
[[] Performance Test Date






B. Process Data , I ,
PSD/NSPS Point(s) ¢ vy 3Z/§wmz;14/yv4¢°.'_A%/éu/
/

[QT/ Operating at time‘of inspection? Capacity?
EZ{ Feed Rate of raw material
Production Rate
[ZT/ Fuel Used P
L % sulfur .% Ash lE}/Heating Value
[33// % Excess Air or % 02 in Flue Gas
[:}//bxygen Flue Gas Monitor Reading

C. VE Observation y .
PSD/NSPS Point(s) .9/ /ﬂ;»->//,é

[zf/ 30 Consecutive Minutes, if a violation is occuring.
[ZT/ 18 Minutes *
[C] 06 Minutes
D. Work Practices /7
- [] 1s watering done and how often?
[:] Chemical/Crusting agent applied? Frequency?
(] Other (Identify) |
[:] Do you consider the work practice adequate?

'E.  Storage Tank Data .
PSD/NSPS Point(s) _ /4

[] Control Method (Circle Appropriate Method)
Single Seal Double Seal
Internal Floating Roof External Floating Roof
Vapory Recovery
*Read opacity for 18 minutes if observation is for initial

compliance determination, or if observation is during a
performance test (6 minutes per run). :





C. CEM Information . L S - e
PSD/NSPS POT'nt(.S') ’7 /’7 ye %['}' ./.r"/". ;\7 /{Z/"/r’/"/’/.v/ Z"//Z' : »/}' »z,::)/,/»'/i’d /937”»//
- ] 7 W - N ' ,:-;’ . '_)
E( IS CEM Installed? {lﬁ"“'»-‘ T e (: VAR OPSEN IR bﬁ; 1/({,7;(//)/ ”

[ZT/ CEM Location (Include Diagram) Sncde
[ZT Type of Monitor (:v (2. G - Q,wrw??l S L
EZf/ Manufacturer . &
Model Number
[27< Performance Evaluation Date
Date CEM last Calibrated
[:}/ Monitoring Data Retained (2 years)?.
D. Equipment/Facility Identification Number
PSD/NSPS Point(s) _*= Ayyep *2 Lcosri
D Tank No(s). % Furn;ces Conce: Kl
[:}//Boilers ' [] Fccu
] Heaters ] Flares
[] srU [L1 Other (identify)VCMQZ/vfﬁﬁ 7 ruerk_

II. TECHNICAL DATA

A. Control Equipment Parameters
PSD/NSPS Point(s)

gjhlﬂ.zhjsdlw;g Ezj/ Scrubber - Type, Pressure Drop, Liquid Flow Rate, Liquid .
kv Inlet Supply Pressure, Gas Flow Rate, Gas ~
o 2 froer bodes Velocity, General Equipment Condition.
[:] Baghouse - Pressure Drop, Air/Cloth Ratio, Fabric Area,
: Number Bags, Bag Material, Gas Temperature,
Filtering Velocity, Cleaning Method, General
Equipment Condition.

v
b eihoilbi{z] ESP - Voltage, Amps, Spark Rate, Gas Flow Rate,
kec‘“?%ﬁbUiL ' General Equipment Condition.

[ 1 Afterburner/Flare - Combustion Temperature, Residence
Time, Steam Injection, General
Equipment Condition.

[:] Adsorption/Absorption - Type, General Equipment Condition.






[_] Gap Measurements Done (External Floater Only)? . v
] Tank Capacity

[C] Material Stored - Type, Vapor Pressure, Storége
: Temperature.

Fugitive Emission /1/‘/;.4(
[] VOC Leak Check

1 Pumps [ compressors
1 valves [ ] Seals
1 Flanges
[C] 0 &M Program Established?
[] Particulates ] voc

[] VE Observation (Particulates)
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s: L;’E-ﬂ % UNITED STATES ENVIRONMENTAL PROTECTION AGENCY
: 3 : . . :
i&‘hﬁi"; ) FIRST INTERNATIONAL BUILDING

L3 )
‘4 patt® 1201 ELM STREET

DALLAS, TEXAS 75270

CERTIFIED MAIL: RETURN RECEIPT REQUESTED #317045

February 17, 1978

tr. Pailip R. Campbell

Corporate Supervisor of
Environmetnal Protection

Nekoosa Papers, Inc.

100 Wisconsin River Drive

Port Edwards, Wisconsin 54469

Dear Mr. Campbell:

A review of your application for authority to expand the Ashdown Mill at
Ashdown, Arkansas, as specified in your Significant Deterioration
Review, Application Number PSD-AR-42, dated November 14, 1977, has been
completed by the Environmental Protection Agency (EPA). A determination
has been made to approve your project. Our final determination indicates -
that you have met- the requirements of the prevention of significant
deterioration regulations of 40 CFR 52.21, as amended by the Clean Air
Act Amendments of 1977, that is, the operation of your proposed project
at the location specified, (1) will not cause a violation of the Class II
air quality deterioration increments, (2) will not cause a violation of .
the National Ambient Air Quality Standards, (3) will not have an impact -
on the air quality of any mandatory Class I areas, and (4) will use best
available control technology to control emissions of sulfur dioxide

(S02) and particulate matter (TSP). ' ' '

A violation of any condition issued as part of this approval as well as
any construction which proceeds at variance with information submitted
in the application is regarded as a violation of construction authority
and is subject to enforcement- action. Also, before you start
construction you must meet, if applicable, all other Federal EPA
requirements such as the 40 CFR part 60 (New Source Performance
Standards), the National Pollutant Discharge Elimination System (NPDES),
and the National Envirommental Policy Act (NEPA). Commencement of
construction prior to the completion of the NEPA process may result in
enforcement action pursuant to Section 6.906 of 40 CFR Part 6,
Preparation of Environmental Impact Statement. Furthermore, it must be
pointed out that dssuance of your prevention of significant
deterioration certification does not free you of the responsibility to
comply with other air pollution control strategies and all local, State,
v and Federal regulations which are part of the Arkansas State
Implenentation Plan. ' ST .






S el

2

This ‘approval is issued in accordance with the following conditions:

1.

2.

The source will ‘be constructed in accordance with the
application and supportive facts submitted for EPA rev1ew.

The source shall comply with the Standards of Performance for:
Kraft Pulp Mills (40 CFR Part 60, Subpart BB) for particulate
matter (TSP) emissions from the #2 Recovery Boiler, the Lime
Kiln and the #2 Dissolving Tank Vent along with the applicable
test methods and procedures specified in 40 CFR 60.285

(proposed). .

The maximum sulfur dioxide (S02) emission rates for the Lime
Kiln and the # Dissolving Tank Vent (stacks 1 and 2 combined)
shall be 16.7 1bs/hr and 10.4 1bs/hr, respectively.
Compliance with the required emission limitations shall be
determined by EPA Reference Method 6, and the fo]]ow1ng test.
procedures shall ba followed:

(a) The sampling po1nt in the duct shall be at the centro1d of
the cross section or at a point no closer to the walls
"than 3.28 feet {1 meter). . .

(b) The samples shall be extracted at a constant rate of
approximately 0.035 cubic feet/minute (1 liter/minute).

(c) The minimun sampling time shall be 20 minutes, and the
minimum sampling volume shall be (0.02 dscm) 0.71 dry
standard cubic feet {dscf) for each sample.

‘(d) The arithmetic mean of two samples shall constitute oﬁe

run. Two samples shall constitute one run. Samples sha]]
be taken at approximately 30-minute intervals.

(e) Emission rate shall be the arithmetic mean'of results of
: three (3) test runs. : :

The #2 Recovery Boiler shall meet an SO2 emission 1imitation of
250 parts per million. Compliance with the required emission
limitation shall be determined by EPA Reference Method 6 and
the test procedures spec1f1ed in item 3a thru 3e above with the
exception that item 3e is amended as follows:

(e) Emission rate shall be the ar1thmet1c'mean of results of
three (3) test runs with an interval of at least six hours
between runs. .
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5. Approval under the prevention of significant deterioration
requirements shall take effect on the date of this notice. In
‘accordance with the proposed prevention of significant
deterioration rules which appeared in the Federal Register of
December 8, 1977, construction must commence ‘before -
December 1, 1978. If construction is not commenced by
December 1,.1978, (where the term ucommenced® is defined under
40 CFR 52.21(b)(7) as promulgated in the Federal Register on
November 3, 1977), then this approval shail become invalid,
and it will be necessary to resubmit an application under the
new prevention of significant deterioration regulations which
are expected to be promulgated on March 1, 1978. ’

The complete analysis including public comments, which justifies this
approval, has been fully documented by the EPA Regional 0ffice for future
reference, if necessary. Any questions concerning this approval may be
 directed to Oscar Cabra by phone at (214) 767-2742 or by letter to this

office.
Sincerely,

tm’{&/uﬂ a%w_é(w
Adlene Harrison _
~Regional Administrator
cc:  John M. Mitchell, Chief -
Air Pollution Control Division
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; DEZpARLENT OF POLLUTION CONiiww Ao LCOLCGY
DIVISION CF ATR FOLLUTION CONTTOL

SUMMARY REPORT RELATIVE TO PERMIT APPLICATION

SUBMITTED BY: Nekotsa Papers Inc.

Ashdown

con: 410002

FIRST SURMITTAL: 12/10/74 PMENDED: — 01/04/78, 05/24/78

——

CASE REFERENCES:

SUMMARY :

Nekoosa Papers Inc. at Ashdown was issued Permit No. 287-A(Modification) on

March 24, 1978, for the expansion of pulping capacity from 735 to 1300 tons .

per day of air dried pulp. The EPA in its PSD review determined that the proposed
recovery boiler stack height of 295 feet would be inadequate to insure that

the air flow over the boiler building would not interfere with the release from
the stack. Consequently, Nekoosa submitted calculations to the EPA vhich

jncluded the building effects and gave higher predicted contributions.

In the review conducted by the Department, it was determined that a stack height
of 336 feet would not require downwash calculations, and the permit was issued
reflecting a height of 336 feet. However, Nekoosa has re-evaluated the two
stack heights, and based upon the increased cost versus the benefits, Nekoosa
has requested a modification of the permit to allow a stack height of 295 feet.

Since the expansion with the shorter stack will only use 5 percent of the PSD
increment, this permit modification is acceptable.

Qualification: A1l previous qualifications attached to Permit No. 287-A remain
in effect.

" ESTIMATED COST: - __TOTAL PPOJECT:

COMMENCEMENT OF INsTALLATION: _ April. 1978

CCUMENCRENT .OF OPERATION: December, 1979
REVIEVED BZ: _CDH APPROVED BY: _ JAM
RECGMENDATION:  APPROVAL WITH QUALIFICATION

ASSIGHED PERUIT MUMEER: _ 287-A(MODIFICATION)

COMISSION MIMNATF OMER FNUMBER:
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DEPARTENT CF POLLUTION CONTROL. AXD BECOLOGY
DIVISION CF ATR POLLUTION CCONTROL

SIMMARY REPORT RZIATIVE TO PERMIT APPLICATICN -

SUBMITIED BY:  Nekoosa Papers Inc.

Ashdown

CSN: 410002

FIRST SUSMITTAL: 12/10/74 AMENDED: 01/04/78

CASE REFERENCES:

SMARY :

Nekoosa Papers Inc. of Ashdown proposes to expand pulping capacity
at the Ashdown Mill by 735 air dry tons per day (ADIPD) to a total
of 1300 ADTPD of bleached kraft pulp. S

' New facilities which require air pollution control equipment are
as follows: : : :

(1) No. 2 recovery boiler. Peak process weight rate is 3,500,000 pounds
per day, pulp production equivalent is 1094 ADTPD. Particulate emissions
will be controlled by a high efficiency electrostatic precipitator to 84.4
pounds per hour. Predicted S0p emission rate is 445 pounds per hour. Total
reduced sulfur (TRS) emissions will be controlled by black liguor oxidation
to the proposed New Source Performance Standard (NSPS) of 5 parts per million
(ppm) . The stack height of 336 feet will prevent downwash.

(2) New lime kiln. Process weight rate of 440 tons per day of product

is equivalent to a pulp production rate of 1600 ADIPD. Fmissions will be
controlled by a Venturi scrubber to 51 pounds per hour of particulates, 16.7
pounds per hour of SOp. The installation of the new lime kiln will allow
the existing lime kiln to be shut down. Total reduced sulfur emissions will
meet the proposed NSPS of 5 ppm.

(3) No. 2 smelt dissolving tank. Discharge will be through 2 vents at a
height of 295 feet. BEmissions will be controlled by a low energy scruhber
to 7.3 pounds par hour of particulates and 5.2 pounds per hour of SO0, per
stack; TRS emissions will meet the proposed NSPS of 0.50 pounds per ton air
dry pulp (TADP). /See Attachment,

ES’I‘]I'ATBJ COST: $10,000,00Q , TOTAL PROJECT: $245,000,000

OOMMENCEMENT OF INSTALTATION: April, 1978

COMENCRSENT GF OPERATICN: Decenbar, 1979
REVISVED BY: IHB, STC . ADPROVED BY:  JaM

- RECG-MENDATICN: APPPOVAL WITH QUALIFICATION

ASSICGRED PERUT NUMEIR: 287-A (MODIFICATION)






NEKOOSK PAPERS INC.
PERMIT NO. 287-A (MODIFICATION)

—~CONTINUED-

(4) New continuous digester, continuous diffuser washing system, and
multiple effect evaporator. TRS emissions will be controlled by incineration
in the lime kiln.

Dispersion modeling has predicted compliance with the Arkansas Air Pollution
Control Code standards for SOp and total suspended particulates (TSP).
Modeling of the new sources for comparison with Prevention of Significant
Deterioration (PSD) increments for Class II areas has shown that increases
in concentration will not exceed 5% of the 3-hour increment for SOp, 4%

of the 24-hour increment for SO, and, 2% of the 24-hour increment for TSP,
at downwind distances of less than 1.5 km. Concentration increases are

less than 1% of the annual TSP and SOp increments.

The U.S.E.P.A. has issued preliminary PSD approval of this installation.

QUALTFICATION:

Tn accordance with the emissions testing requirements of the NSPS, within

180 days after startup, emissions testing shall be performed on the No. 2
recovery boiler, new lime kiln, No. 2 smelt dissolving tank, and the existing
corbination power boiler to demonstrate compliance with all applicable
federal and state emission limitations. .
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DEPARTMENT OF POLLUTICH CONTROL AND ECOLOGY
D.A.P.C. :

SUMMARY REPORT RELATIVE 70 PERMIT APPLICATION -

SUBMITTED BY: Nekoosa Papers, Inc.

Ashdown, Arkansas

CSH: 410002 . . /

FIRST SUBMITTAL: November 17, 1976 HRWMCINDED:
CASE REFERENCES: |

SUNMMARY:

Nekoosa plans to replace the existing demister pad control on
their black liquor smelt dissolving tank vent with a Heil Model
=28 Venturi scrubber. The scrubber will utilize a 75 HP fan
and is designed for a 90 _+ % removal of particulates based on
30,000 cfm and a 3 gr/ft3 loading. '

The more efficient scrubber system will provide a significant
decrease in particulate emissions and will have no effect on
recovery boiler load. Predicted particulate emission rate with
the new scrubber installed is 1.04 pounds per hour.

ESTIMATED COST: $90,000 TOTAL PROJECT:

COMMENGEMENT OF INSTALLATION: DECEMBER 1976
CO¥MENCEMENT OF OPERATION: APRIL 1, 1977 (approximate)
REVIEWED BY: JBJ APPROVED: JES

RECOMMENDATION: _ APPROVAL

ASSIGNED PERMIT KUMBER: 3530-Aa

CCAMISSICN MINUTE ORDER HUMBER:






- FIRST SUBMITTAL: December 10, 1974 AMENDED:
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DEPARTMENT OF POLLUTION CONTROL AND ECOLOGY
o ' D.A.P.C. '

SUMMARY REPORT RELATIVE TO PERMIT APPLIéATION

SUBMITTED BY: Nekoosa-Edwards Paper Companyv

Ashdown

CSN: 410002

SUMMARY: Nekoosa-Edwards proposes the installation of a powver
boiler at its existing papermill near Ashdown. The primary fuel
is to be coal with a typical sulfur content of 1.27%, and bark
will be used as a supplementary fuel. The maximum coal rate
will be 59,300 pounds per hour of coal to produce 500,000 pounds
per hour of steam at 350 pounds pressure.

The coal will be shipped via railroad, with approximately seven

cars per day being required at maximum production. The unloading
building is to be completely enclosed while each car is being
unloaded. A dust suppresant will be sprayed on the coal during

the unloading operation. Enroute to the silos, the coal will be
crushed in a sealed building. An emergency coal stockpile will be
built by diverting the coal to trucks. A telescoping coal chute and
dust suppression sprays will be used to minimize fugitive emissions
during this operation. <

The flue gases from the boiler will be treated with a mechanical
collector. The gases will then be treated with two venturi scrubbers
in parallel using sodium hydroxide as a scrubbing medium. The
scrubbers are to be installed with extended shells such that additiona:
scrubbing capacity can be installed at a later date if it is found -
to be required. The SOp emission rate is predicted to be 855 pounds
per hour, and the particulate emission rate is predicted to be 30
pounds per hour.

The slurry underflow of the scrubber recycle tank will be con-
tinuously pumped to a separator - thickener. The underflow from
the separator will be discarded and the supernatant will be
introduced into the plants liquor streams.

The Department's dispersion modeling predicts compliance with
Subsection 7(a) and Section 8 of the Code. However, as the sulfur
captured by the scrubbers ‘is to be added to the plant liquor
streams, it is not possible to predict the sulfur balance for the
facility as a whole. Therefore, the resulting emissions of sulfur
compounds can not be predicted at this time.






QUALIFICATIONS:

(1) Hekoosa-Edwards continue jt's stack monitoring program
until the stack tests show that the facility's sulfur compound —
emissions have stabilized. At that time, the emission data
will be inputed into the Department's ambient air modeling.
1f non-compliance is shown, Nekoosa-Edwards will submit a com-
pliance schedule.

(2) This installation be operated in compliance with the
USEPA Standards of Performance For New Stationary Sources.

ESTIMATED COST: $1,500,000 TOTAL PROJECT: $13,800,000

COMMENCEHNENT OF INSTALLATION: Upon Approval
COMMENCEMENT OF OPERATION:

REVIEWED BY: CDH v APPROVED BY: _ JES

RECOMMENDATION: APPROVAL WITH QUALIFICATIONS

ASSIGNED PERMIT NUMBER: 287-A
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PRE INSPECTION CHECKLIST

NSPS Application Subpart(s) D and BB

SIP Permit Number(s)

Nekoosa Papers, Inc.

Company liame

CSH__ 4100002

PSD Permit Number(s) PSD-AR-42

Is source required to keep records? ¥ YES - NO

If so what record?
CEM monitor '

Which of the following sections of the inspection form is applicable
for the facility you are going to inspect:

[ X] Continuous Emissions Monitors

[ X] Fossil-Fuel-Fired Boiler
[ ] Coal Preparation Plant

[ ] Asphalt Plant

What sources or emission
No. 2 power boiler

points

Incinerator

VOC Storage
Kraft Pulp Mill
Other

i
f S I Ty Wy )

at the facility are subject to }NSPS?

No. 2 recovery boiler

Qisso]vinq tanks

No. 2 lime kiln

What sources or emission
No. 2 recovery boiler (ESP)

points

are subject to PSD?

Dissolving tank scrubber (2)

Lime kiln (scrubber)

What sources or emission

points

are subject to SIP?

What sources or emission

points

are subject to NESHAPs?






Arkansas Air Inspection Form

General Information

Date of Inspection  April 5, 1983

Time In: 8:30 a.m. ‘ Time Out: 4:00 p.m.

Company Name Nekoosa Papers, In;. CSN

Address . U.S. Highway 71

City or Town Ashdown, AR County Little River
P.0. Box 496

Mailing Address

Ashdown, AR 71822

Type of Industry Kraft pulp mill and paper manufacturing

Type of Inspection (circle): SIP, NSPS, PSD, Complaint, NESHAP

NSPS Applicable Subpart D and BB

Company Personnel Name : Title Phone

o Vice President-
Responsible for Facility Ray Taylor Southern Div. (501) 898-2711
Responsible for Environmental Environmental
Matters Bi1l Matthews Engineer (501) 898-2711
Compaﬁy Persomnnel Environmental »
Contacted Bill Matthews Engineer (501) 898-2711

Normal Operation Schedule:

24 hrs./day 7 days/wk. 52 wks./vTs.

Production Rate at Time of Inspection: _ 1200 ADTPD

Maximum Design Capacity: - 1335 ADTPD






INSPECTOR'S SUMMARY

Comments and Recommendations:

Pulp production 1,222 ADTPD

Papef production 1,427 ADTPD

Coal burning only in power boiler at‘12:30. Coal feed rate =~ 37,000 1b/h.

Maximum bark feed = 20 ton/h.

Maximum.coa1-feed ~ 22-25 ton/h.

 Smelt dissolving tank

11.5 1b/gal density

7.25 1b solids/gal of Tiquor

440 gpm is higher than normal because No. 1 recovery boiler was down for maintenance

at the time of the inspection.

Compliance Status (Write In, Out, Unk., N/A); Air Code, ~ sIP, NSPS

PSD, NESHAP

Next Inspection Date:

Inspector's Signature






CONTRCOL EQUIPMENT INFORMATION

EMISSICN

TYPE OF CONTROL | PRESSURE WATER mq RATE AIR FLOW Ft3/ MIN
POINT EQUIPMENT DRCP. (A4) (B) GAL/MIN (C)
No. 2 power Scrubbers (12" stack) 1,250,000 acfm
boiler (4) 18" 1200

18" 1200

No. 2 recovery ESP 292,000
boiler (35S, 3N)
Dissolving tanks
2S Scrubber 4" Flow meters are 35,750
2N Scrubber 4" broken
No. 2 Time kiln | Scrubber 20"-21" 1800 39,761

(1)

FOOINOTES :

ARE THERE ANY UNCONTROLLED SCURCES LOCATED AT THE FACILITY?

(1) CYCLONE (A) (

(2) RAGHCUSE (A)
(3) SCRUBBERS . (A

IF YES, LIST THEM.

C)
(C)
) (B) (C)

{4) WATER SPRAY (B)

(5) ESP (C)
(6) OTHER

YES X NO






Notes: Coal sulfur content = 2 to 3 percent.

Recovery Boiler ESP:

North Precipitator'Primary Current

South Precipitator Primary Current

Amps 0/100/220 320/200/270
Volts 0/320/330 330/268/260
Secondary Secondary
Milliamps 0/500/950 1500/850/1450
KV 0/ 70/ 62 50/ 50/ 40

Rapping - every 15 minutes.

11:00 Opacity 10%.

Recovery boiler

Operating 440 gpm, 67% solids

Producing steam 440,000 1b/h, 830°F, 940 psi

No. 2 power boiler - 124%,7.1% 0,. 41 pom S0, 0.1 50, 1b/10° Btu

Recovery boiler:

Scrubber 1

Scrubber 2

Flow (gpm) 2,097

1.785

Differential pressure 18

18 {in. of HZO)

pH 10.4

7.0






Maintenance of Control Eguipment: -

(1) Does facility maintain a raintenance program for control equipment?

X yes no

(2) How often is control equipment checked and by whem? Daily by operators

and technical services

(3) Are records kept on maintenance of control equipment? X vyes neo

(If yes, ask to see records)

Upsets

Have there been any upsets within the last 3 months which caused emissions above

the allowable limits or odors to escape into the ambient air? yes X

no Was upset reported to Agency? ngyes ne
Have there been any changes or modifications in plant's process or operatibn
since the last air inspection?

 yes X no If yes, list date and type of change.

Boiler Information

Design Capacity

EMISSICN Fuel 3 % %

POINT Used Sulfur ash | Mcisture | PIYJR or LBS/HR Stean

Puwer boiler Coal/ - 2-3% 20% 5-69% 5.8247 x108 400,000 to

| : wood waste | -- 2-5% 40% Btu/h 500,000
Recovery boiler |Black - Black 1ipguor at p7% solids 440,000 1b/h

Tiquor
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OPACITY

COAL STORAGE

'TYPE: SILO PILE X  FABRICATED BIK_X
STORAGE DESIGK FEED RaTE_ 800 ~  TON/H¥ Day
T OT COAL STORED: RAW WASEED X

TY?

DESCRIBE FUGITIVE ENMISSIOK

KOTES: Coal sulfur contents running between 2% and 3%v.






CONTINUOUS EMISSION MONITORS

- (1) MONITOR(S) LOCATION: ON STACK X IN DUCT

(2) ARE MONITORS ZEROED DAILY? YES X NO

(3) ARE MONITORS CALIBRATED DAILY? YES X NO

(4) WHAT TIME OF DAY ARE MONITORS CALIBRATED AND ZEROED? Day shift

GENERAL QUESTIONS ON CEM'S

(1) ARE LOGBOOKS BEING KEPT ON THE FOLLOWING?
MALFUNCTIONS & REPAIRS ON POLLUTION CONTROL DEVICES Yes
MALFUNCTION ‘& REPAIRS ON CEM's VYes
SPAN CHECKS ADJUSTMENT'S Yes
ZERO CHECK ADJUSTMENT'S Yes
STARTUPS & SHUTDOWNS Yes

(2) ARE STRIP CHARTS IDENTIFIED/LABELED & STORED X  YES NO

(3) IS STORED DATA ACCESSED/RETRIEVED EASILY? X  YES NO

(4) ARE SPARE PARTS MAINTAINED FOR MONITORS =~ X YES NO

(5) DOES FACILITY HAVE PREVENTATIVE MAINTENANCE PROGRAM X YES NO

(6) HOW OFTEN IN PREVENTATIVE MAINTENANCE PERFORMED? Daily

(7) AT THE TIME OF THE INSPECTION WERE THE MONITOR(S) OPERATING? X YES
' : NO

IF NO, LIST WHAT MONITORS WERE DOWN, AND THE REASON WHY, AND
WHAT PART OF THE MONITORING SYSTEM WAS DOWN (EXAMPLE ANALYZER,

DATA READER, SAMPLING INTERFACE) AND DURATION OF DOWNTIME.

NOTES ON CEMS: . ) .
- Monitored on strip chart and information on computer.






Kraft Pulp Mills

Type of wood used: Softwood__ X Hardwood X
Sulfidity - 20%-25% '
Sulfide content of white liquor

Pulping Capacity 1,335 ACTPD

Recovery Boiler or Fufnace

Black liquor firing rate 300-400_gpm

Percent solids of black liquor 60-65 A

Percent excess air: 2-5% 0, 7

Percent secondary air %

Lime kiln

Type'fuel used: O0il Gas X

Fuel Consumption: 01l ‘ | gal/hr.
| Gas 135,000 cf/hr.

Production Rate 17 _ ton/hr.

Kiln Temperature 500 ©f

Raw Material»Feéd Rate Lime Mud 450-500 gpm xswxwe. 16 to 17 ton/h Cal

Sodium content of washed cake 0.1

Make-up rate for salt cake (lbs./salt cake added per tom pulp produced)
115 1b/ton '

Notes:







EPA Region VI
AIR INSPECTION REPORT

CcDs #(S)=/9%ZD4DCXDOQf Date(s) of Inspection: 8/22/20
900 O Time In: 8:30 am QOut: 3:50 pm
Company Name: Georgia Pacific

Mailing Address: P.0. Box 496
Ashdown, AK 71822

Location of Facility: SE of Ashdown on Hwy 71 and 59

County or Parish: Little River County, AK

Responsible For Facility
C. Allan Dykes, General Manager. 501-898-2711 ext. &105
Company Environmental Contact
Bill Fischer, Senior Process Env. Engineer 201-898-2711 ext. 6136
Company Personnel Contacted
Bill Fischer, Senior Process Env. Engineer 501-898-2711 ext. 6136
EPA Personnel
Guy Donaldson, Environmental Engineer 214-655-6486
State and Local Agency Personnel

Bryant Lamb, Inspector ADPC&E 2901-777-7585





Introduction: On 8/22/90, I conducted an EPA lead/overview inspection
at the Georgia Pacific Paper Mill outside Ashdown, AK. I was
accompanied on the inspection by Bryant Lamb, District inspector,
Arkansas Department of Pollution Control and Ecology (ADPC&E). During
the inspection, I attempted to collect the information reqguested in
Attachment 1, "Inspection Information Regquest."
be s~

Procedural Information: 0Operations began at this location\éround 1968
with a capacity of approximately 600 air dry tons pulp/day. The plant
has undergone several expansions. It currently operates under permit
287-AR~-5 and PSD permit 246-A. The following is a list of the current
emission points and their approximate construction dates.

Source Approx. NSPS
Const. Date Supart

#1 Power Boiler 1968 NA

#2 Power Boiler 1977 D

#3 Power Boiler Under Const. Db

#2 Recovery Boiler 1977 BB

#3 Recovery Boiler 1987 BB

#2 Lime Kiln 1977 BB

#3 Lime Kiln Under Const. BB

#2 Package Boiler 1977 NA

#3 Package Boiler 1987 Db

#2 Smelt Dissolving Tank 1977 BB

#3 Smelt Dissolving Tank 1987 BB

4 Batch Digesters 1968 NA

1 Batch Digester 1986 BB

5 Batch Digesters Under Const. BB

4 Brown Stock Washers (line #1) 19468 NA

1 Brown Stock Washer (line #2) 197%9-80 BB

1 Diffusion Washer 1979-80 BB

1 Continuous Digester 197%-80 BB
Process Description: This 1is a typical Kraft Pulp mill. See
Attachment 2 for a simplified process flow diagram. The mill is in
the proces of a major expansion which will add 5 new digesters a
second lime kiln and a third power boiler. Alsq“fourth paper machine

is being added.

Both recovery boilers are equipped with non—-contact evaporators and
dry bottom ESPs.

The No. 1 power boiler operates on natural gas and bark, The No. 2
power boiler can operate on coal, bark or natural gas.

Continuous Emission Monitors: Continuous Emission Monitor information
is included in Attachment 3.

Production Information: See Attachment 4





Visible Emission (VE) Observation: I made two method 9 visible
emissions determinations, one of the No. 1 power boiler and the other
of the lime kiln. The results are included as Attachments 5 and 6.

I also observed visible emissions from the No. 3 recovery boiler but
interference from the smelt disscolving tank steam plume made a visible
emissions determination impossible.

Control Equipment:

#2 Recovery Boiler Dry Bottom ESP

#3 Recovery Boiler Dry Bottom ESP

#2 Smelt Dissolving Tank Cyclonic S5crubber

#3 Smelt Dissolving Tank Scrubber

#1 Power Boiler Multiclones

#2 Power Boiler Venturi Scrubber

lime kiln Venturi Scrubber
Non—-condensables (TRS) Incineration in either

the No. 2 power boiler or the
lime kiln

I obtained T/R set readings for the No. 2 and No. 3 power boilers
which are included as Attachments 7 and 8.

Storage Tanks:

Material Capacity Const. Date Controls
Methanol 20,000 gal. 2/89 Fixed Roof
gasoline 7,200 1788 " "
diesel 6,000 unknown " .
diesel 8,000 " " "
#6 Fuel 0il 130,000 " " "
#6 Fuel 0il 130,000 " " "

Compliance Summary:

NEPS

Subpart BB: Almost everything at the plant is now covered by this
subpart.

60.282 Standard for particulate matter— Both recovery boilers were
less than 353% opacity. Other standards could not be checked during
the inspection. :

60.283 Standard for Total Reduced Sulfur: All of the evaporators and
digesters are vented to the mnon—-condensables system and are
incinerated in either the lime kiln or the No. 2 power boiler. None
of the brown stock washers are vented to the non—condensable system.
However, only the one brown stock washer on line #2 is subject to the
regquirements of the subpart. According to Bill Fisher in a telephone
conversation on 9/27/90, the brown stock washer on line #2 i1is a
"decker"” which means almost all of the black ligquor has already been





washed off. He does not believe that the emissions from the vent are
in excess of 5 ppm. He is planning to perform a stack test to
determine the concentration of TRS in the stream. The emissions from
the diffusion washer on line #2 are vented to the non—-condensables
system.

Both TRS monitors on the recovery boilers were reading virtually zero
TRS.

60.284 Monitoring of Emissions and Operations: All continuous
emission monitors required by the standards are installed and operated
as shown in Attachment 3.

For the wet scrubbers on the lime kiln and smelt dissolving tanks, the
company is required to monitor and record the gas stream pressure drop
and liquid supply pressure. On the lime kiln the company was
recording the pressure drop and liquid supply pressure. 0On the No. 2
and No. 3 smelt dissolving tanks the pressure drop was not being
recorded. The taps to measure the pressure drops exist but the values
do mot read properly on the computer. In discussions with Bill
Fischer on 9/27/90, he indicated the company had already taken
measures to make sure that the data is recorded.

i1i(d) plan

Attachment 9 is the company’'s 11i1(d) compliance schedule. Much of
this plan no longer applies since the No. 1 Recovery boiler has been
shut down. The facility appears to be in compliance with all other

requirements of the plan.
287-AR—-3

The facility appears to be in compliance with the opacity requirements
of the permit. No other permit conditions could be checked.

Priority Items:

1 and 2. State CAD: Attachment 10 is a copy of the state Consent

Administrative Order. The order calls for the company to convert the
No. 2 recovery bhoiler to a low odor configuration. To that end, the
company has converted from a wet to a dry bottom ESP and converted to
indirect evaporation. Attachments 11 and 12 are the most recent

excess emission reports indicating that the company has had success in
controlling TRS emissions from the recovery boilers.

The company made the last monthly report May 2, 1990 indicating that
all work for the compliance order was complete. The No. 3 boiler was
started April 9, 1990 and the No. 1 recovery boiler was shut down in
late April, 12%0.

3. See storage tank section.

4. See Process Description
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January 10, 2005

U. S. Environmental Protection Agency
1445 Ross Avenue, Suite 1200

Dallas, TX 75202-2733

Attn: Mr. John Hepola

Dear Mr. Hepola:

Please find attached an initial notification report for the Domtar Industries Inc. Ashdown
Mill. The report covers the “National Emission Standards for Hazardous Air Pollutants

- for Industrial, commercial, and Institutional boilers and Process Heaters,” under 40

CFR 63, Subpart DDDDD.

If you should have any questions or comments about any part of this submission, please
do not hesitate to contact me at 870-898-2711 Ext. 6136. You may also reach me quickly
via email at eric.reynolds@domtar.com.

Sincerely, @

Eric Reynolds
Sr. Environmental Engineer

File: 1562

“cc: David Neleigh

CERTIFIED MAIL: 7002 2410 0003 7421 9279

www.domtar.com





SECTION | Coord matlr‘n

1

RECEIVE
INITIAL NOTIFICATION REPORT JAN 2 0 2005

Awchxrcs & lnge;ctngn
nc

GENERAL INFORMATION

This form is being submitted in accordance with 40 CFR 63.9(b) and as required by 40 CFR 63.7545.

If you own or operate an affected source, submit this report by MARCH 12, 2005, or WITHIN 120
CALENDAR DAYS after your boiler or process heater becomes subject to the National Emission
Standards for Hazardous Air Poliutants for Industrial, Commercial, and Instltutlonal Boilers and Process
Heaters, whichever is later.

A. Print or type the following information for each facility for which you are making initial notification:
(§63.9(b)(A(0)-(i)
Operating Permit Number (IF AVAILABLE) Facility |.D. Number (IF AVAILABLE)
| 287-AOP-R3 | 41-00002 |

Responsible Official's Name/Title

[ Warren L. Allen / General Manager ]

Street Address

| 285 Highway 71 South |
City State ZIP Code

[ Ashdown ] AR | 71822 |
Facility Name

[ Domtar Industries Inc |

Facility Street Address (If different than Responsible Official's Street Address)

Facility Local Contact Name Title Phone

William Bertrand Superintendent — Environmental (870) 898-2711 X6314
Services

City State ZIP Code

Check the box that applies. (§63.9(b)(2)(v))

X

a

My facility is a major source of Hazardous Air Poliutants (HAP)
My facility is an area source of HAP

NOTE: A major source is a source that emits or has the potential to emit 10 tons per year, or more, of any one
HAP or 25 tons per year, or more, of multiple HAP. All other sources are area sources. The major/area
source determination is based on all HAP emission points inside the facility fence line, not just inside the
facility itself.

If you answered that your facility is an area source, the facility is not subject to this rule. Records of
your applicability determination must be maintained on site for 5 years. See 40 CFR 63.10(b)(3). If you
answered that your facility is a major source for HAP emissions, complete the remaining questions.
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C. Indicate the relevant standard or other requirement that is the basis for this notification and the source’s
compliance date: (§63.9(b)(2)(iii))

Basis for this notification (relevant standard or other requirement) Anticipated Compliance Date (mm/dd/yy)
National Emission Standards for Hazardous Air Pollutants for September 13", 2007
industrial, Commercial, and Institutional Boilers and Process
Heaters (40 CFR Part 63, Subpart DDDDD)

SECTION Il
SOURCE DESCRIPTION

A. Briefly describe the nature, size, design, and method of operation of the source. (§63.9(b)(2)(iv))

The No. 3 Power Boiler (SN-01), installed in 1991, is rated at 790 million British Thermal Units per
hour (MMBTUV/hr). This boiler combusts bark, wood waste, pelletized paper fuel, and natural gas.
Continuous emissions monitoring systems (CEMS) are in place at this unit for oxides of nitrogen,
carbon monoxide, and opacity. The No. 3 Power Boiler emissions are controlied by an electrostatic
precipitator (ESP). ESP operation is normally maintained at two-chamber operation regardiess of
the fuel mixture being fired.

The No. 1 Power Boiler (SN-03) is rated at 580 MMBTU/hr. This boiler combusts bark, wood waste,
municipal yard waste, pelletized paper fuel, No. 6 fuel oil, used oil generated on site, and natural
gas. Particulate matter emissions from this boiler are controlled through the use of multiclones. No
other control equipment is associated with this boiler. No CEMS are associated with this boiler.

The No. 2 Power Boiler (SN-05), last modified in 1975, is rated at 820 MMBTU/hr. This boiler
combusts bark, wood waste, municipal yard waste, pelletized paper fuel, natural gas, coal, used oil
generated on site, tire derived fuel (TDF), and No. 6 fuel oil. Emissions from the No. 2 Power Boiler
are controlled through the use of a scrubber. The scrubbing media are composed of sodium
hydroxide, water, and pulp mill extraction stage filtrate. The No. 2 Power Boiler also incinerates
non-condensable gases (NCGs) from other operations at this facility. Continuous emissions
monitoring systems (CEMS) for oxides of nitrogen, sulfur dioxide, and carbon monoxide are
associated with this boiler.

The No. 2 Package Boiler (SN-11) is a natural gas fired package boiler with a heat input capacity of
210 MMBTU/hr. No control equipment is associated with this boiler. No CEMS are associated with
this boiler.

The No. 3 Package Boiler (SN-12), installed in 1987, is a natural gas fired package boiler with a
heat input capacity of 163 MMBTU/hr. Source SN-12 is subject to the provisions of 40 CFR Part 60,
Subpart Db due to its size and its date of installation. No control equipment is associated with this
boiler. No CEMS are associated with this boiler.

The two package boilers are only subject to initial notification. Due to firing natural gas only, the
MACT obligations in regard to SN-11 and SN-12 end with this submission.

NOTE: If the same information requested above is contained in a title V permit application or permit, you may
attach the relevant pages from that document to this notification and reference those pages above.

Initial Notification Report — 40 CFR Part 63, Subpart DDDDD
National Emission Standards for Hazardous Air Pollutants for Industrial, Commercial, and Institutional Boilers and Process Heaters;
Domtar Industries Inc., Ashdown Operations





B. Identify the types of emission points within the affected source subject to the relevant standard and
the types of hazardous air pollutants emitted. (§63.9(b)(2)(iv)) v

Types of Emission Points

NOTE: Boilers and process heaters are typically served by chimneys or stacks for flue gas release and
dispersion.

All five (5) boilers are vented separately. Stack heights are as follows:
= No. 1 Power Boiler; 217 ft above ground level.

No. 2 Power Boiler: 235 ft above ground level.

No. 3 Power Boiler: 240 ft above ground level.

No. 2 Package Boiler: 28 ft above ground level.

No. 3 Package Boiler: 24 ft above ground level.

Types of HAP Emitted

Check the boxes indicating the principal types of HAP emitted by the affected source (i.e., boilers and
process heaters). Check all that apply. For example, coal and residual oil fired boilers or process heaters
would typically emit all three types of HAP. Natural gas fired boilers or process heaters would typically emit
organic HAP.

X Metal HAP (for example, arsenic, beryllium, cadmium, chromium, cobalt, lead, manganese,
mercury, nickel, selenium)

Organic HAP (for example, acetaldehyde, benzene, formaldehyde, toluene, xylenes)

Acid gas HAP (for example, hydrogen chloride, hydrogen fluoride)
SECTION HlI
SPECIFIC REQUIREMENTS
Section 63.7545(b)(2) requires you to include in this Initial Notification a signed statement indicating
whether your affected source has a federally enforceable permit that limits the annual capacity factor to less

than or equail to 10 percent.

My facility has a federally enforceable permit that limits the annual capacity factor to less than or equal
to 10 percent for the following boilers and process heaters.

Use the facility identification number from section |.A.

X My facility does not have federally enforceable permit that limits the annual capacity factor for any
individual boiler or process heater to less than or equal to 10 percent.
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SECTION IV
CERTIFICATION

| certify under penalty of law that, based on information and belief formed after reasonable inquiry, the
statements and information contained or referenced in this initial notification report are true, accurate, and
complete.

Name of Responsible Official (Print or Type)  Title Date (mm/dd/yy)
Warren L. Allen General Manager ol / L/ / S"
Signature of Responsible Official / /

Note: Responsible official is defined in 40 CFR §63.2, §70.2 and §71.2 and in EPA-approved State
title V operating permits programs.

Initial Notification Report — 40 CFR Part 63, Subpart DDDDD
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ST UNITED STATES ENVIRONMENTAL PROTECTION AGENCY
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RECEIVED
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2 % REGION 6
v i Air SURVEILLANCE SECTION
%%Md: 1445 Ross Ave.
2, paore Dallas, TEXAS 75202
DATE; 07/20/98
SUBJECT: Transmittal Memo - Compliance Monitoring Reports AC/
0

FROM: ;. Mike Michaud, Chief  LA/72~
ﬁ Surveillance Section (6EN-AS)

TO: Donna Ascenzi, Chief
Air Enforcement Section (6EN-AA)

THRU: Jeffrey Whitney (BEN-AS) i es Z4%0

crdmatwﬂ br sich %

A compliance monitoring inspection was conducted on 05/27-28/98 at the following

location:

FACILITY NAME:. Georgia Pacific Corporation

ADDRESS: Post Office Box 496 (Hwy 71 North)
CITY; Ashdown, Arkansas 71822-0496
INSPECTOR: Jeffrey Whitney

TYPE FACILITY: FEDERAL ( ) INDUSTRIAL(X)
NSPS(X)- Subparts BB, D, Db, Kb

NESHAP( )-

SIP(X)- Permit No. 287-AR-7

HON ( ) -

OTHER ( )

REVIEWER: (Mf PN Mot U

Q} O






Company Name:

Mailing Address:

Physical Location:

Type of Industry:

Company Personnel:

EPA REGION 6
SURVEILLANCE SECTION
AIR INSPECTION REPORT

INSPECTION DATE: May 27, 1998

Georgia Pacific Corporation

Post Office Box 496

Ashdown, Arkansas 71822-0496

Highway 71 North
Little River County

Kraft Pulp and Paper Mill

Name

Title

Phone

William "Bill” Fischer

Environmental Engineer

(501) 898 — 2711

Ext. 6136
William Bertrand Manager, Environmental (501) 898 — 2711
Engineering Ext. 6314
Roger Brear Vice President, Ashdown (601) 898 — 2711
Operations Ext. 6100
State/Federal Regulatory Personnel:
Name Title Agency Phone
Jeffrey Whitney Environmental EPA, Region 6 (214) 665 - 7368
Protection
Specialist
Jackie Rymer Environmental Arkansas Department | (870) 777 — 7585
Inspector of Poliution Control

and Ecology

INTRODUCTION

On May 27-28, 1997, an unannounced air inspection was conducted at Georgia
Pacific Corporation’s Ashdown Operations. The facility is located in Ashdown, (Little
River County) Arkansas. The purpose of the inspection was to determine the facility’s
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compliance status with the applicable provisions of the Federal New Source
Performance Standards (NSPS),and applicable provisions of the Arkansas State
Implementation Plan.

Mr. Jackie Rymer of the Arkansas Department of Pollution Control and Ecology
observed the inspection.

FACILITY DESCRIPTION

The Georgia Pacific Ashdown facility is a kraft pulp and paper mill that produces
mainly fine writing papers such as printer paper and copier paper. Maximum production
rates are 3000 tons per day of pulp (typically 2500) and 2600 ton per day of paper
(typically 2400). The facility operates 24 hours per day and, 7 days per week and
employs approximately 1100 employees.

Basic operations include the receipt of logs that are stockpiled for use as
needed. Logs are debarked, with the bark saved and used for fuel. The debarked log
is then used to make chips for the pulping operations.

Typical bleached kraft mill activities involve two major processes, pulping and
bleaching. Kraft pulping is the process by which the cellulose portion of wood is
separated from the lignin that binds the fibers together. This process is accomplished
by digesting (cooking) wood chips in an alkaline liquor at elevated temperatures and
pressures. Non-condensable gases from the digestion process are routed to the power
boiler or lime kiln for incineration.

Upon completion of the digestion stage, the mixture of pulp and liquor is
withdrawn into a blow tank. In the blow tank, the pulp and liquor are separated. The
pulp proceeds to a washing stage and the spent liquor goes to a recovery stage.
Washing generaily takes place in a multi-stage countercurrent system, and is then
followed by bleaching in multipie stages to achieve the desired brightness.

The spent liquor, commonly referred to as black liquor, contains chemicals that
warrant recovery in a closed loop process. The black liquor is concentrated to a degree
that dissolved organics will permit it to be burned in a recovery furnace. The inorganics
will collect on the bottom of the furnace as a smelt, and are collected and processed
into a green liquor. The green liquor is then reacted with lime to form the white liquor,
which is reused in the digestion process. Non-condensable gases from the

2.
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evaporators/concentrators are routed to the power boiler or lime kiln for incineration.

The lime kilns are equipped with slakers which have scrubbers installed to
control particulate emissions. Both kilns have hot lime silos and fresh lime unloading
areas. The No. 3 kiln uses a baghouse to control particulate matter emissions from
these areas, while the No. 2 kiln has the emissions vented back into the kiln.

Bleached pulp is diluted at the headbox of the paper machine to facilitate the
paper making operation. During the paper making process, it becomes necessary to
de-water the sheet during its trip through the paper machine. Among the means used
are exhaust fans and vacuum pumps, both of which will emit water vapor to the
atmosphere. No wet strength resins, coating operations, nor volatile organics are used
in the paper manufacturing area.

A simplified block flow diagram is included in attachment 1.
A plot plan of the facility is included in attachment 2.
A copy of the last state inspection report is included in attachment 3.

REGULATION APPLICABILITY AND PERMIT HISTORY

This facility is considered a major stationary source under PSD regulations. On
May 24,1993, consolidated permit number 287-AR-7 (attachment 4) was issued by
the ADPC&E. This permit (a PSD permit) covers the entire facility and consolidates the
following permits:

Permit # Date Approved Modification

287-AR-6 (PSD) 06/24/87 Replacement of No. 1 Recovery Boiler
and No. 1 Smelt Yank

946-A (PSD) 07/14/89 No. 1 Recovery Boiler Converted
to No. 3 Power Boiler, Constr. Of No. 3
Lime Kiln

Bill Fischer compiled the facility’s Title 5 permit application.

Federal Regulation Applicability:
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Regulation Unit(s) Affected

NSPS Subpart BB No. 2 Recovery Boiler
No. 3 Recovery Boiler
No. 3 Lime Kiln
No. 2 Lime Kiln

No. 3 Smelt Dissolving Tank
No. 2 Smeit Dissolving Tank
NCG System

NSPS Subpart Db No. 3 Package Boiler
No. 3 Power Boiler
No. 2 Package Boiler

NSPS Subpart D No. 2 Power Boiler
NSPS Subpart Kb Methanol Storage Tank
OBSERVATIONS

The inspector arrived at the facility at 10:10 a.m. on May 27 and met with Bill
Fischer and William Bertrand of Georgia Pacific. The inspector reviewed records and
guestioned facility personnel about processes and regulation applicability throughout
the first day of the inspection. A cursory facility tour was also conducted. A further
investigation of records and a more extensive tour of the facility were conducted on the
second day of the inspection. Mr. Jackie Rymer of the Arkansas Department of
Pollution Control and Ecology was present during the first day of the inspection.

NSPS Subpart Db

Due to heat input rate and construction date, Power Boiler No. 1, Package Boiler
No. 2, and Package Boiler No. 3 are all subject to the requirements of NSPS subpart
Db.

Package Boiler No. 2 and Package Boiler No. 3 {(SN-11 and SN-12) burn only
natural gas and are therefore subject to a nitrogen oxide emission limit of .10 Ib/million
Btu as specified in 40 CFR 60.44b{a)(1).





Georgia Pacific Corporation
May, 1998

Because these boilers burns only natural gas, the PM and SO, limits under this
subpart do not apply.

Both package hoilers have a heat input capacity of 250 mmBTU or less and are
therefore not required to be equipped with continuous emissions monitors for nitrogen
oxides emissions as specified in 40 CFR 60.48b(g).

The No. 3 Power Boiler (SN-01) has a heat input capacity of 790 mmBTU per
hour. The boiler burns a combination of bark and natural gas and is therefore subject
to a nitrogen oxides emission limit of .30 Ib/million BTU as specified in 40 CFR
60.44b(d). Per records review and field inspection, the boiler was found to be equipped
with a continuous monitor for measuring and recording nitrogen oxides emissions as
required by 40 CFR 60.48b(b). The boiler is also subject to a particulate matter
emissions limit of .10 Ib/million BTU as specified in 40 CFR 60.43b{c)(1). Per records
review and field inspection, the boiler was found to be equipped with a monitor for
continuously measuring and recording the opacity of emissions as required by 40 CFR
60.48b(a).

Per field inspection and review of computer monitoring logs, Power Boiler No. 3
was found to be operating below allowabie limits.

Per records review, the facility is recording and maintaining records of the
amounts of each fuel combusted for each day as required by 40 CFR 60.49b(d)
(attachment 6).

NSPS Subpart D

Due to heat input rate and construction date, Power Boiler No. 2 is subject to
the requirements of NSPS subpart D.

This boiler is an 820 mmBTU/hour boiler which burns a combination of coal and
bark and is also capable of burning #6 fuel oil and used specification grade motor oil.
The boiler is subject to a nitrogen oxides emission limit of .70 Ib per million BTU as
specified in 40 CFR 60.44(a)(3). Per records review and field inspection, the boiler was
found to be equipped with a continuous monitor for continuously measuring and
recording nitrogen oxides emissions as required by 40 CFR 60.45(a). The boiler is
subject to a particulate emissions limit of .10 Ib/million BTU as specified in 40 CFR
60.42(a){1). Per records review and field inspection, the boiler was found to be
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equipped with a continuous monitor for continuously measuring and recording the
opacity of emissions as specified in 40 CFR 60.45(a). The boiler is also subject to a
sulfur dioxide limit of 1.2 Ib/million BTU as specified in 40 CFR 60.43({a)(2). Per records
review and field inspection of the facility, the boiler was found to be equipped with a
monitor for continuously measuring and recording sulfur dioxide emissions as required
by 40 CFR 60.45(a).

Per field inspection and review of computer monitoring logs, Power Boiler No. 3
was found {o be operating below allowable limits.

The facility is submitting quarterly excess emissions reports for all continuous
monitoring systems as required by 40 CFR 60.7(c) which contain all of the information
specified by 40 CFR 60.7(c)1-4. The inspector requested and received a copy of the
last quarterly excess emissions report for the facility.

NSPS Subpart BB

The No. 2 Recovery Boiler, No. 3 Recovery Boiler, No. 3 Lime Kiln, No. 2 Lime
Kiln, No. 3 Smelt Dissolving Tank, No. 2 Smelt Dissolving Tank and NCG System are
Kraft pulp mill units subject to the requirements of NSPS Subpart BB.

Non-condensable gases (NCGs) from the pulping process are vented to the
facility's NCG system and incinerated in power boiler No. 2. This boiler maintains a
minimum combustion temperature of 1200 degrees |- for at least 0.5 seconds as
required by 40 CFR 60.283(a)(1)(iii) and is equipped with a monitoring device which
continuously measures the combustion temperature as required by 40 CFR
60.284(b)(1). The No. 2 {ime kiln is used as a backup NCG incinerator.

The No. 2 and No. 3 Recovery Boilers as well as the No. 2 and No. 3 lime kilns
are equipped with continuous emissions monitors for measuring the concentration of
Total Reduced Sulfur (TRS) emissions as required by 40 CFR 60.284(a)(2).

The No. 2 and No. 3 Recovery Boilers are equipped with continuous opacity
maonitors as required by 40 CFR 60.284(a)(1).

The No. 3 lime kiln scrubber is equipped with a monitoring device for
continuously measuring the pressure loss of the gas stream through the control device
as required by 40 CFR 60.284(b)}{(2)(1).
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Twelve hour average TRS concentrations are calculated and recorded on a daily
basis as required by 40 CFR 60.284(c)(1).

The facility is submitting quarterly excess emissions reports for all continuous
monitoring systems as required by 40 CFR 60.7(c) which contain all of the information
specified by 40 CFR 60.7(c)1-4. The inspector requested and received a copy of the
last quarterly excess emissions report for the facility. A list of all required COMS and
CEMS located at the facility is included in attachment 5.

NSPS Subpart Kb

Due to capacity and date of construction, the methanol storage tank (SN-23)
located at this facility is subject to the provisions of NSPS subpart Kb. This tank has a
vapor pressure of 13.332 Kpa (<15 Kpa) and is therefore only required to comply with
40 CFR 60.116b(a} and (b).

Per records review, the dimensions of the storage tank and an analysis showing

capacity are being kept at the facility and will be kept for the life of the vessel as
required by 40 CFR 60.116b{a) and (b).

Provisions of Permit No. 287-AR-7

The following provisions of permit No. 287-AR-7 were reviewed: 2, 3,4, 5,6,7,
8,9, 10, 11, 12, 13, *14, *15, **16, 17, 18, 19, 20, 21, 22, 23, 24, 25, and 26.

* The No. 2 lime kiln was down at the time of the inspection.
* Specific condition 16 was changed on June 13, 1997. Compliance with
emissions limitations is now determined through the use of continuous emissions

monitors and stack sampling instead of the measurement of black liquor burned.

Review of Areas of Concern

Per records review, conversations with plant personnel, and field inspection of
the facility, no areas of concern were found.

-





LIST OF ATTACHMENTS

1. Process Block Flow Diagram

2. Plot Plan of the Facility

3. Copy of Last State Inspection Report

4, Copy of Permit 287-AR-7

5. Copy of CEMS and COMS Located at the Facility

6. Records of Daily Fuel Usage for #3 Power Boiler

Georgia Pacific Corporation
May, 1998
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ARKANSAS DEPARTMENT OF POLLUTICN CONTROL AND ECOLOGY
AIR INSPECTION FORM

CSN: 41-0002 PERMIT NUMBER: 287-AR-7
sort: AIR COMPLIANCE

Date of Inspection:_4/2/97 Time In_9:15 A .M. Time Out_1:15 P.M.

Type of Inspection (circle}: SIP NSPS PSD NESHAP
AIR CODE COMPLAINT OTHER

NSPS Applicable subpart BB, Db, D, A

NESHAP Applicable subpart N/A

Company Name:_ Georgia-Pacifig, Inc.

Location: Hwy. 71 North

Mailing Address:_P.O. 496

Ashdown, Arkansas 71822-0496

COMPANY PERSONNEIL NAME TITLE PHONE
Bill Fischer Sr. Process Engineer 501/898-2711
PLANT LOCATION: Commercial Rural Residential Industrial
QPERATIONAL SCHEDULE : 24 7 52
hrs/day days/wk wks/yr

Permitted hours of operation:_8760 hr./vr.
400 ton/day pulp

Production rate or This date:_2400 ton/day paper
percentage of Maximum 600 ton/day pulp
operating Capacity: Max. Design_2400 ton/day paper

or permit limit (note which figure used)

List product manufactured or activity regulated and attach
appropriate forms {(i.e. asphalt plant inspection form, CEM forms)

Paper






MAINTENANCE OF CONTROL EQUIPMENT:

Does facility maintain a program for control equipment? Yes/No

How often is control equipment checked and by whom?_Eguipment is
checked daily by plant personnel.

Are records kept on maintenance of control equipment? Yes/No
If yves, ask to see records.

UPSETS : ,

Have there been any upsets within the last twelve months which caused
emissions above the allowable limits or odors to escape into the ambient
air? Yes/No

Was upset reported to ADPC&E? Yes/No/Not Applicable

Have there been any changes or modifications in plant processes or
operation since the last air inspection? Yes/No
If ves, list and describe in comments section.

Are there any sources with no control equipment located at the facility?
Yes/No

If yes, list sources:_See attached source listing (Attachment #1)

CONTROL EQUIPMENT:
SOURCE No. TYPE OF CONTROL  PRESSURE DROP GPM ACFM APPL,
(if any) Reg.

See attachment #1

If additicnal space is needed, attached ancother page.





BOILER INFORMATION:

Manufacturer Babcock & Wilcox, Combustion Engineering, Gotberken  Source

Fuel % % Design Capacity
ID Used Sulfur Ash BTU or lbs/hr
SN-6 & 14 Black Liguid 4.5 Million lbs/day
8N-11 & 12 Natural Gas 160 & 110 Million Btu/hr.
SN-01 Natural Gas & Bark 790 Million Btu/hr.

ESP PARAMETERS:

Manufacturer Wheelbrator & Flakt

Tvpe Dry % Design Sulfur Range %
Design Ash Content % Design Heating Value %
Number of fields Number of T-R Sets

Fly Ash: Total Collected_ 86,000 Combined tons/yr

Disposal Method Recycled

Bottom Ash: 'Total Collected 32,000 tons/yr

Disposal Method_Ash Pond

T-R Primary Primary Secondary Secondary Spark
Set No. AMPS Volts AMPS Volts Rate

See atrtachment # 2

If additional space is needed, attached another page.





WET SCRUBBER:

Does the socurce measure the water flow going to the scrubber (injection) or
after it has left the scrubber (discharge) or is it not measured? Circle
one.

Is Venturi Scrubber Used? Yes/No

Venturi Throat Setting

#2 Power Boiler-Black
Scrubber Discharge Coler #2 ILime Kiln, Smelt Tank-White

Is Qil Present? Yes/No Is Water Turbid? Yes/No
Is Water Recycled? Yes/No

Scrubber water discharge: Pond, Stream, River, Ditch, Storm Drain,
Sanitary Sewer.

VOC USAGE :

Permit Limits (monthly, vearly)_4697.6 tons/yr.

Year to date usage (from required records or, if records are not required,
from company purchasing records)_ Predetermined amcunt

Projected year end total VOC emissions (Inspector's calculations).

N/A

Also, request a copy of facility's last VOC usage report, if one is
required.

UNPERMITTED SOURCES

List any sources noted during the inspection that are not on the current
permit None

REQUIRED RECORDS

List all records required either by the permit or by regulations that apply
to the facility (i.e. NSPS regs.)_Fuel usage, concentration of soclids used
in ligquid, test dates for CEM Svstem, and annual report of BLS used,.

attach copies of all required records






INSPECTOR SUMMARY, VISIBLE EMISSION READINGS, ATTACHMENTS

FACILITY: Georgia-Pacific, Inc.
CSN:_41-0002 PERMIT NUMBER: 287-AR-7

Permit 287-AR-7 was issued to Georgia-Pacific on 5/24/93 for the

operation of a paper mill. Basic operations include the receipt of

logs which are stock piled for use as needed. Logs are debarked,

with the bark saved and used as fuel, and the debarked log is then

used to make chips for the pulping operations., Tvpical bleached

kraft mill activities include two (2) major processes; pulping

and bleaching. Kraft pulping is the process by which the cellulose

portion of wood is separated from the lignin which binds the fibers

together. This process is accomplished bv digesting wood chips in

an alkaline liguor at a evaluated temperature and pressures. Upon

completion of the digestion stage, the mixture of pulp and liguor

is withdrawn into a blow tank. In the blow tank, the pulp and ligquor
is separated, with the pulp preceding to a washing stage and spent
ligquor dgoing to a recovery stage. The spent liquor, black liguor,

contains chemicals which warrant recovery in a closed loop process.

The black liguor is concentrated to a degree that dissolved organics

will permit it to be burned.

On 4/2/87, Writer, arrived at Georgia-Pacific Inc. to conduct

annual State Air Code, State Implementation Plan, and PSD inspection,

In speaking with Mr. Bill Fischer, Process Engineer, it was found

ne change has occurred singe last inspection. Georgia-Pacific will

notify the Department before making anv changes at the facilityv.

A six-minute visible emission reading was taken on SN-01 (Power
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Boiler), SN-05 (# 2 Power Boiler), SN-06 (#2 Recovery Boiler), and

SN-02 (# 3 Lime Kiln) using FPA Method # 9, No visible emissions

were detected on SN-06, 02, and SN-01. SN-05 had an averade opacity

of 7.3 %. {(See attached wvisgible emission forms). On date of inspection

No. 3 Recovery Boiler was firing on bark and natural gas. The steam

generation was 279,000 1bs/hr. and heat input was 500,000 MMBTU/HR.

thus, compiling with Specific Condition No. 6. The Electrostatic
Precipitator can’t be bv passed for maintenance on No. 3 Power

Beoiler thus, compiling with Specific Condition No.7. The No. 3

lime kiln uses onlv natural gas for fuel as required by Specific

Condition No, 8. No by pass of the ESP can be performed during

maintenance of the No. 3 Lime kiln thus, compiling with Specific

Condition No. 9. On date of inspection # 3 Recovervy Boller was

firing at a rate of 106.22 tons BLS/hr., thus, compiling with Specific

Condition No, 10. The flow of strong black liguor is measured,

recorded and an annual report is submitted to the Department thus,

compiling with Specific Condition No, 10 & 16. See attachment #4).

No. 3 Package Boiler uses only natural gas for fuel thus, compiling
with Specific Condition No.11l., No.2 & 3 Smelt Tank does comply with

40 CFR Part 60, Subpari BB. The Smelt Tank was tested on 5/2-3/97

by Environmental Services. 0On date of inspection siteam generation

was 380,000 lbs/hr. and heat input was 427 MMBTU/hr. thus, meeting

reguirements of permit. Used motor oil had been used for firing in
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No. 2 Power Boiler and records were agvailable thus, compiling with

Specific Condition No.13, No No. 6 fuel oil has been used in No, 2

Lime kiln thus, no report had to be filed with the Department. On

date of inspection BLS firing rate was 61 BLS tons/hr. thus, well
within permit limits of 91,65 BLS tons/hr. The No. 2 Package Boiler

uses natural gasg only for fuel thus, meeting regquirements of Specific

Condition No. 17. ¢©Cn date of inspection steam generation on No. 1

was 147,000 lbhs/hr. And heat input was 150 MMBTU/hr., thus, compiling

with Specific Condition No. 19, The pressure drop.on No., 2 Power

Boiler was 16 inches and 1600 gallons per minute on the scrubber

thus, meeting requirements of Specific Condition No.21, The No, 3

Smelt Tank was tested 10/5-6/93 by Ramcom thus, compiling with

Specific Condition No. 23. Georgia-Pacific reports CEM’s in ppm

as required in Specific Condition No.25. (See attachment #4).

SN-06 (No. 2 Recovery Boiler), 8N-14 (No. 3 Recovery Boiler), 8SN-20

{C102 Generator), and SN-22 (No. 1 RBrownstock Washer Vents) were

tested 7/14/94 by Environmental Services as reguired by Specific

Condition No.26. The carbonators at the PCC plant are limited to

5.4 tons/hour The carbonators are currentl roducing an averadge

of 4.15 tons/hour. (See attachment # 5). The inlet stream to the

carbonators were tested 8/16/94 as required by Specific Condition

No. 28 by Environmental Services. The reguired Kraft Pulp Mill form

and CEM information is attached fto inspection form.






SUMMARY PAGE CONTINUED

. The facility is in compliance, at this time, from a skhandpoint

of visible emissions per permit reguirements. A letter will be

forwarded to Mr. Bill Fischer regarding the compliance status of

the facilitvy,

COMPLIANCE STATUS: (CHECK ONE)

X : FULL COMPLIANCE - meets all emission limits and permit
conditions.

SUBSTANTIAT, COMPLIANCE: meets all emission limits - minor
violations of record keeping not effecting emissions, minor fugltlves,
better than permitted control equipment.

NON-COMPLIANCE: list reasons:

OTHER: explain:

Inspector's Signature: Date:_4/3/97
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STATE OF ARKANSAS

DEPARTMENT OF POLLUTION CONTROL AND ECOLOGY
8001 NATIONAL DRIVE, P.O, BOX 8913
LITTLE ROCK, ARKANSAS 72219.8913
PHONE: (501) 562-7444 ///
FAX: {(501) 562-4632

May 24, 1993 e
Bill Fischer
Sr. Process Environmental Engineer ?b
Georgia-Pacific, Ashdown Operations é f] 7
P.0O. Box 496

Ashdown, Arkansas 71822-0496

Dear Mr. Pischer

The enclosed Permit No. 287-AR-7 is your authority teo construct,
operate, and maintain the eguipment and/or control apparatus as set
forth in your application dated or last amended February 8, 1993.

nfter considering the facts and requirements of Act 472 of 1949, as
amended (Ark. Code. Ann. Sec. 8-4-101 et seqg.) and implementing
regulations, I have determined that Permit No. 287-AR-7 for the
construction, operation and maintenance of an air pollution control
system for Georgia-Pacific, Ashdown Operations be issued and
effective on the date specified in the permit, unless a Commission
review has been properly reguested under Section 4, Part III, of
Regulation No. 8, Arkansas Department of Pollution Control and
Ecology Administrative Procedures, within 30 days after service of
this decision,.

All persons submitting written comments during this 30 day period,
and all other persons entitled to do so, may reguest an
adjudicatory hearing and Commission review on whether the decision

of the Director should be reversed or modified. Such a request

shall be in the form and manner reguired by Section 4, Part III, of
Regulation No. 8.

The permit is subject to the conditions specified therein and the
conditions, if any, which are specified in the enclosed summary
report.

Sincerely,

P FrL bl - .
g%fﬁj oﬁgs, Jexd

Alr Division .
- A
v oy

e
" Enclosure






STATE OF ARKANSAS
DEPARTMENT OF POLLUTION CONTROL AND ECOLOGY
¥001 NATIONAL DRIVE, P.O. BOX 8913
LATTLE ROCK, ARKANSAS 72219 8913
PHONE: (501) 5627444
FAX: {501} 562-4632

PERMIT

FOR THE INSTALLATION, ALTERATION, OR REPLACEMENT OF EQUIPMENT
AND/OR AIR POLLUTION CONTROL APPARATUS UNDER REGULATIONS OF
THE ARKANSAS PLAN OF IMPLEMENTATION FOR AIR POLLUTION
CONTROL AND THE ARKANSAS AIR POLLUTION CONTROL CODE

Permit Number: 287-AR-7 CSN: 41-0002

TO: Georgia-Pacific, Ashdown Operations
Highway 59 South
Ashdown, Arkansas 71822

This permit is your authority to construct, operate and/or maintain
the equipment and/or facility in the manner as set forth in the
Department’s summary report and your application dated February 8,
1993. This permit is issued pursuant to the provisions of the
Arkansas Water and Air Pollution Control Act (Ark. Code Ann. Sec.
8-4-101 et seq.) hereinafter referred to as the "Act," the Arkansas
Air Pollution Control Code hereinafter referred to as the "Code,”
and the Regulations of the Arkansas Plan of implementation for Air
Pollution Control hereinafter referred to as the "Plan.”

1. This permit shall not relieve the owner or operator of the
equipment and/or the facility from compliance with all
applicable provisions of the Act, Code, and Plan.

2. The equipment and/or facility shall be constructed, installed,
and operated in accordance with the plans, specifications,
written descriptions, and other representations contained in
the permit application and the Department’s summary report.
There shall be no deviation therefrom without the written
approval of the Director of the Department of Pollution
Control and Ecology.

3. The Director shall be notified in writing within thivty (30)
days after «construction has commenced, construction is
complete, the eqguipment and/or facility is first placed in
operation, and the eguipment and/or facility first reaches the
target production rate.

(Page 1 of 23)
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- Georgia-Pacific, Ashdown Operations
Permit No. 287-AR-7

4. Construction must commence within eighteen (18) months after
the approval of the permit application. Records must be kept
for two years which will enable the Department to determine
compliance with the terms of this permit--such as hours of
operation, throughput, upset condition, and continuous
monitoring data. The records may be used, at the discretion
of the Department, to determine compliance with the conditions
of the permit.

5. Each emission point for which an emission test method is
specified in this permit shall be tested in order to determine
compliance with the emission limitations contained herein
within sixty (60) days of achieving the maximum production
rate, but in no event later than 180 days after initial
start-up of the permitted source. The permittee shall notify
the Department of the scheduled date of compliance testing at
least fifteen (15) days in advance of such test. Compliance
test results shall be submitted to the Department within
thirty (30) days after the completed testing. The permittee
shall provide:

) Sampling ports adequate for applicable test methods
) Safe sampling platforms

) Safe access to sampling platforms

} Utilities for sampling and testing equipment

GO TW

6. The equipment, control apparatus and emission monitoring
equipment shall be operated within their design limitations
and maintained in good condition at all times.

7. If, for any reason, the permittee does not comply with or will
not be able to comply with the emission limitations specified
in this permit, the permittee shall report such occurrences to
the Department within twenty-four (24) hours and provide the
following information in writing within five (5) days of such
conditions:

(a) Description of noncomplying emission(s}

{b) Cause of noncompliance

(c) Anticipated time the noncompliance 1is expected to
continue, or if corrected, the duration of the period of
noncompliance

(d) Steps taken by the permittee to reduce and eliminate the
noncomplying emission

(e) Steps taken by the permittee to prevent recurrence of the
noncomplying emission

Failure to provide the above information shall constitute a
violation of the terms and conditions of this permit.
Submittal of this report does not constitute a waiver of the
emission limitations contained within this permit.

- . 2





Georgia-Pacific, Ashdown Operations
Permit No. 2B7-AR-7

This permit shall be available for inspection on the premises
where the control apparatus is located.

8. The permittee shall allow representatives of the Department
upon the presentation of credentials:

(a) To enter upon the permittee’s premises, or other premises
under the control of the permittee, where an air
pollutant source is located or in which any records are
required to be kept under the terms and conditions of
this permit

(b) To have access to and copy any records required to be
kept under the terms and conditions of this permit, or
the Act _ ,

(c) To inspect any monitoring equipment or monitoring method
required in this permit '

{(d) To sample any emission of pollutants

(e) To perform an operation and maintenance inspection of the
permitted source

g. This permit is issued in reliance upon the statements and
presentations made in the application. The Department has no
responsibility for the adequacy or proper functioning of the
equipment or control apparatus.

10. This permit shall be subject to revocation or medification
when, in the judgment of the Director, such revocation or
modification shall become necessary to comply with the
provisions of the Act, Code, or Plan, or if the permittee
fails to pay the permit fee in accordance with Regulation
No. 9.

11. This permit is issued to the applicant alone. It may not be
transferred to another party. In the event of the sale of the
permitted facility, this permit shall expire and the purchaser
must apply for a new permit.

Approved:

Department of Pollution Control
and Ecology






ARKANSAS DEPARTMENT OF POLLUTION CONTROL AND ECOLOGY
DIVISION OF ATIR POLLUTION CONTROL

Summary Report Relative to Permit Application

Submitted By: Georgia - Pacific Corporation
Ashdown Operations
P.O. Box 496
Ashdown, AR 71822-0496

CSN: 410002 Permit No. 287-AR-7 Date Issued5/24/93

Submittals: August 14, 19%0 September 14, 1980
January 28, 1992 February 27, 1992
January 26, 1993 February 8, 1993

Summary

Georgia - Pacific Corporation operates a bleached kraft pulp and
paper mill in Ashdown, Little River County, Arkansas. The
facility is considered a major stationary source under PSD
regulations; and is currently operating under air permits
287-AR-6 and 946-A. This permitting action seeks to consolidate
all the above permits into one permit, and to permit existing
emission sources which have previously been inadvertently omitted
from permitting activities. One proposed source is discussed
later in the text.

Permit 287-AR-5 was issued on June 24, 1987 as a PSD action. This
permit was for the replacement of the No. 1 Recovery Boiler and
the No. 1 Smelt Tank. The replacements were designated as No. 3
Recovery Boiler and the No. 3 Smelt Tank.

Permit 946-A, another PSD permitting action, was issued on July
14, 1989. Under this action, the old No. 1 Recovery Boiler was
converted to what is now the No. 3 Power Boiler. Additionally,
the construction of a new lime kiln (No. 3 Lime Kiln) was
permitted.

Installation: N/A OCperation: Current
Control Equipment: N/A Total Project: N/A
Reviewed By: M.L.Core Approved By: J.B. Jones

hApplicable Regulation: Air Code, SIP, NSPS, PSD





Faclllty Name GEORGIA-PACIFIC CORP. - ASHDOWN OPERATIONS
CSN: 410002 Permit No: 287-AR-7

Permit 287-AR-6 was issued on December 31, 1991. This permit
allowed for an increase in the black liquor scolids (BLS) firing
rate in the No. 3 Recovery Boiler. The increase however, did not
trigger a PSD review. -

In addition to consolidating the permits mentioned, GP proposes
to permit a PCC (precipitated calcium carbonate} facility to be
located adjacent to the No. 3 Lime Kiln on GP property. The
process will introduce the stack gases from the No. 3 Lime Kiln
to the carbonators which will produce a slurry of calcium :
carbonate for use in the papermaking process. The No. 2 Lime Kiln
may be used as a backup to the No. 3 Lime Kiln. When neither kiin
is operating, liquid carbon dioxide from an onsite tank will be
used.

Three carbonators are intended to be constructed in 1893, with a
fourth to be constructed in 1894. Construction of the fourth unit
will begin no later than eighteen (18) months of final permit
issuance. The carbonators will operate as a batch process. The
stack gases once used by the carbonators will then be released to
the atmosphere. Demisters will be used on the carbonators to
control particulate emissions. Emissions from ancillary
operations, lime unlecading and handling, will be controlled by
using a fabric filter and are expected to be neglible.

The PCC facility will be operated by Minerals Technologies, Inc.;
a wholly owned subsidiary of Specialty Minerals, Inc.; however,
for permitting and compliance purposes, GP will assume full
responsibility. GP proposes to demonstrate, through the use of
emissions netting procedures, that the facility will not result
in emissions increases which would be subject to PSD review., A
summary of the net increases in emissions is shown below.

PHASE I (3 CARRONATORS)

POLLUTANT ACTUAL PROPOSED NET CHANGE

EMISSIONS? EMISSIONS? (+/-)?
(TOTAL)

co -94.0 +119.6 +25.6

NOx -113.6 +143.2 +29.6

502 -22.7 +5.,3 -17.4

TRS -2.0 +0.8 -1.2

PM10 -14.7 +10.1 -4.6

voC -22.1 +28.1 +6.0





Facility Name GEORGIA-PACIFIC CORP. - ASHDOWN OPERATIONS
CSN: 410002 Permit No: 287-AR-7

PHASE II (4 CARBONATORS)

POLLUTANT ACTUAL PROPOSED NET CHANGE

EMISSIONS? EMISSIONS® (+/-)3
(TOTAL)

Co -125.3 +159.4 +34.1

NOx -151.5 +191.0 +39.5

S02 -30.3 +7.0 -23.3

TRS 2.7 +1.0 -1.7

EM10 -19.6 +13.5 -6.1

VoC -29.5 +36.8 +7.3

1.Actual emissions from lime kiln to be diverted to carbonators,
expressed in tons per year.

2.Proposed emissicns from the PCC plant, expressed in tons per
year. :

3.+ = Increase, - = Decrease; both expressed in tons per year.

As can be seen from the above, the net changes in emissions as a
result of the proposed PCC plant are less than the significant
level defined in 40 CFR Part 52.21. Thus, the proposed activity
will not be subject to PSD regulatory review. The Air Division
has however, made the decision to require a testing regimen to -
demonstrate compliance with the PSD regulations.

Bascic operations include the receipt of logs which are stockpiled
for use as needed. Logs are debarked, with the bark saved and
used for fuel, and the debarked log is then used to make chips
for the pulping operations. Minor.source emissions from the
woodyard cperations would be fugitive emissions from seven
cyclones which separate oversized chips from acceptable sized
chips. Due to the cyclone locations with respect to the property
lines, fugitive emissions are not likely to extend beyond the
property line,

Typical bleached kraft mill activities involve two major
processes; pulping and bleaching. Kraft pulping is the process by
which the cellulose portion of wood is separated from the lignin
which binds the fibers together. This process is accomplished by
digesting (cooking} wood chips in an alkaline liquor at elevated
temperatures and pressures. Non-condensible gases from the
digestion process are routed to the power boiler or llme kiln for
incineration.

Upon completion of the'digestion stage, the mixture of pulp and
liguor is withdrawn into a blow tank. In the blow tank, the pulp

6
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Faclility Name GEORGIA-PACIFIC CORP. - ASHDOWN OPERATIONS

CSN: 41 Qgi\ﬁﬂm_ Permit No: 287-AR-7

and liquor are separated; with the pulp proceeding to a washing
stage and the spent liquor going to a recovery stage. Washing
generally takes place in a multi-stage countercurrent system, and
is then followed by bleaching in multiple stages to achieve the
desired brightness.

The spent liquor, commonly referred to as "black ligquor" contains
chemicals which warrant recovery in a closed loop process. The
black ligquor is concentrated to a degree that dissolved organics
will permit it to be burned in a recovery furnace. The inorganics
will collect on the bottom of the furnace as a smelt, and are
collected and processed into a green liquor. The green liquor is
then reacted with lime to form the white liquor, which is reused
in the digestion process. Non-condensible gases from the
evaporators/concentrators are routed to the power boiler or lime
kiln for incineraticn.

The lime kilns are equipped with slakers which have scrubbers
installed to control particulate emissions. Both kilns have hot
lime silos and fresh lime unlcading areas. The No. 3 kiln
utilizes a baghouse to control particulate matter emissions from
these areas, while the No. 2 kiln has the emissions vented back
into the kiln. These are considered minor sources, and emissions,
if any, are expected to be minimal.

Bleached pulp is diluted at the headbox of the paper machine to
facilitate the paper making operation. During the paper making
process, it becomes necessary to dewater the sheet during its
trip through the paper machine. Among the means used are exhaust
fans and vacuum pumps, both cof which will emit water vapor to the
atmosphere. No wet strength resins, coating operations, nor
volatile organics are used in the paper manufacturing area. The
paper machines/pulp dryers and the number of exhaust fans/pump
exhausts are listed in Appendix I.

Emissions will consist of combustion products of natural gas,
bark, and oil (boilers and lime kilns), bleach plant emissions,
emigssions associated with liquor recovery operations, and
emissions from storage vessels and the waste treatment system.

SPECIFIC CONDITIONS

1. This permit shall void and supercede all previously issued air
permits to Georgia- Pacific Corp. for its Ashdown Operations.

2. Except where otherwise specified, the permittee shall comply
with the emissions limitations listed in Table I.
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3. The permittee shall operate all equipment and associated
control devices within design specifications as described in the
permit application, except where a specific condition(s) allows
an alternative means of operation.

4, Any modifications, construction, or reconstruction shall be
reported to the Department in advance.

5. Visible emissions as meaéhred by EPA Method 9, shall not
exceed the value specified in Table I.

— 6 N3y Powers Boilerg The following are limits for steam
generation capacity and heat input:

sFyal® Steam. Generation Heat®#Input
LBS/HR + MMBTU/HR
Bark 380,000 620
Natural Gas 521,000 _ 670
Natural Gas & Bark 550,000 730

Additionally, the No. 3 Power Boiler shall comply with the
applicable provisions of 40 CFR Part 60, Subparts A and Db.
Georgia - Pacific, Ashdown Operations shall use only natural gas
and/or bark to fire the No. 3 Power Boiler. No other fuels shall

be used,.

7. No bypass of the Electrostatic precipitator (ESP) is permitted
-during reguired maintenance. For situations where the No. 3 Power
Boiler is not shut down during ESP maintenance; one chamber of
the ESP shall be isclated, and the boiler operation shall be
limited to 70% of full gervice load rating. GP shall notify ADPCE
within 24 hours of any ESP maintenance which requires one chamber
being removed from service. GP shall comply with the particulate
limit in Tabkle I during this operation.

~ B8.¥No.; 3. LimesKiln*# The No. 3 Lime Kiln shall use only natural
gas as fuel. The No. 3 Lime Kiln shall comply with 40 CFR Part
60, Subparts A and BB. Noncondensable TRS gases may be
incinerated in the No. 3 Lime Kiln in compliance with the Plan
for Control of Designated Pollutants (111{(d) Plan).

9. No bypass of the ESP is allowed during required maintenance.
During situations when the kiln is not shut down for ESP
maintenance, one chamber shall be isolated. Kiln operation shall
be limited to 90% of full load rating. GP shall notify ADPCE
within 24 hours of any ESP maintenance which requires one
chamber being removed from service. GP shall not exceed the
particulate limit in Table I during maintenance operations.
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- 10, Nomi3sRecoverysBoiler - The following firing limits shall be
in effect: 2205428 ons BLS/hour firing limit, and&8424035 tons
BLS/12 month firing limit. '

Operating and Reporting Conditions: The BLS firing rate for the
No. 3 Recovery Boiler shall be calculated by measuring the flow
of strong black ligquor and multiplying this flow by the measured
weight concentration of solids in the liquor. ¢rhe% flowiofithe
g|trongzblacksliquor: shalls besmeagured;with:a: £low: metergands»shalls
¢bezrecorded: ati:least: once: per: months Theiweightwconcentrationgoh
solidssin: the-liguor: shall- be: measured:and: recordedsatleast:onces
pexr:monthe : :

- GPishallikeep: monthly:records,uin. a.log:booky on the flow meter
readings and the BLS weight concentrations. Using these records,
GP shall be responsible for preventing the above stated maximum
firing rate (842,035 tons, 12 month rolling total) from being
exceeded. An exceedence of this rate shall be considered a
violation of PSD regulations. GP shall notify this office
immediately if the maximum rate is violated.

- ¢Anyannualiéreports listing the amount (monthly and annual) of BLS
burned during the previous caliendar year (Jan. 1 - Dec. 31) shall
be due to the Department by February 1 of the following year.

The report for calendar year 1993 will be due on February 1,
1994. The report shall be signed as being accurate by a corporate
officer, and shall be considered legally binding.

Additionally, the No. 3 Recovery Boiler shall comply with all
applicable provisions of 40 CFR Part 60, Subpart BB, Standards of
Performance for Kraft Pulp Milils.

- 11. No. 3 Package Boiler - The No. 3 Package Boiler shall burn
only natural gas with a heat input of no greater than 160 million
BTU per hour. Additionally, the No. 3 Package Boiler shall comply
with all applicable requirements of 40 CFR Part 60, Subpart Db,
Standards of Performance for Industrial-Commercial-Institutional
Steam Generating Units.

~ 12. No. 3 Smelt Dissolving Tank - The No. 3 Smelt Dissolving Tank
vent shall comply with all applicable provisions of 40 CFR Part
60, Subpart BB, Standards of Performance for Kraft Pulp Mills.
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13.¢No7#2s Power: Boilere - The following are limits for steam
generation capacity and heat input:

eﬁyekma & Steam: Generation & HeatsTnputd
LBS/HR MMBTU/HR -
gBark: &:Coal +625% 000 #8208

Additionally, the No. 2 Power Boiler shall comply with the
applicable provisions of 40 CFR Part 60, Subpart D, Standards of
Performance for Fossil-Fuel-Fired Steam Generators for Which
Construction Is Commenced After August 17, 1971. In addition, the
No#+2%PowersBollersmay utilize used specification grade motor oil
and used non-chlorinated solvents from the mill‘’s lubricating
systems and parts cleaners during oil inventory control firing.
«Records: of:the:s quantities: ofcused: motor: oil and used none
chlorinated solvents utilized: during  oil. inventory control. flrlng
8hall: be: kept~

14. Neo. 2 Lime Kiln - The No. 2 Lime Kiln shall use only natural
gas or No. 6 fuel oil as fuel. If No. 6 fuel o0il is used, the
sulfur content shall not exceed two percent (2%). The fuel oil
system may be fired for a maximum of one (i) hour per week to
insure proper operation of the fuel o0il system. If the No. 2 Lime
Kiln is fired on fuel oil for reasons other than fuel o0il system
checkout, GP shall notify ADPC&E by the next business day, and
follow up the notification in writing within five (5) business
days of the occurrence. The No. 2 Lime Kiln shall comply with 40
CFR Part 60, Subpart BB, Standards of Performance for Kraft Pulp
Mills.

15. The No. 2 Lime Kiln may also be used to incinerate
noncondenscible gases in compliance with the Plan for Control of
Designated Polliutants (TRS) (111 {(d) Plan).

16. (NOWEZ¥RECGVery:Botler®- The:followings firingslimits: shall:be
in: effect:: 91654 tons: BLS/hours firingslimit,vand 803,000 tons
BLS/12:monthefiringslimits

Operating and Reporting Conditions: The BLS firing rate for the
No. 2 Recovery Boiler shall be calculated by measuring the flow
of strong black liguor and multiplying this flow by the measured
weight concentration of solids in the liguor. Thesflow ofithe
gstrong black liquor shall bey measured with‘a'flow“meter and shall

SOlldS ey the llquor shali be measured and recorded ‘atyleasts once
perzmonth.
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"GRrshallw keep: monthly, records;: 1n:a:109; bockymOne the flow meter
readings and the BLS weight concentrations. Using these records,
GP shall be responsible for preventing the above stated maximum
firing rate (803,000 tons, 12 month rolling total) from being
exceeded. An exceedence of this rate shall be considered a
vieclation of PSD regulatlons GP shall notify this office
1mmed1ately if the maximum rate is vioclated.

ANy annualwreportwllstlnguthexamount%gmonthlygandsannualﬁ of BLS
burned during the previous calendar year (Jan. 1 - Dec. 31) shall
be due to the Department by February 1 of the following year. The
report for the 1993 calendar year will be due on February 1,
1994, The report shall be signed as being accurate by a corporate
officer, and shall be considered legally binding.

Additionally, the No. 2 Recovery Boiler shall comply with all
applicable provisions of 40 CFR Part 60, Subpart BB, Standards of
Performance for Kraft Pulp Mills.

17. No. 2 Package Boiler - The No. 2 Package Boiler shall burn
only natural gas with a heat input of no greater than 210 million
BTU per hour. Additionally, the No. 2 Package Boiler shall comply
with all applicable requirements of 40 CFR Part 60, Subpart Db,
Standards of Performance for Industrial-Commercial-Institutional
Steam Generating Units.

18. No. 2 Smelt Dissolving Tank - The No. 2 Smelt Dissolving Tank
vent shall comply with all applicable provisions of 40 CFR Part
60, Subpart BB, Standards of Performance for Kraft Pulp Mills.

19. gNo7# 1% Power: Boileri* The following are limits for steam
generation capacity and heat input:

@ Fiel ® Steam Generation Heat# Input
« LBS/HR % MMBTU/HR
sBarkis #N/A
_NaturalsGas. * N/A
N6 Fuel 0il W N/A
* % * TQTAL :3055 000

The No. 1 Power Boiler began operation in 1968 and is not subject
to NSPS regulations. No. 6 fuel oil may be used as backup fuel ,
and the N Boiler: may: bes fired:ons Now 64 fuelioilfor: a,
Jmaximum:ofs our; pexr: weeks toxinsure; Proper: operation: of,
thes fuely 01l system;ﬁlf the No. 1 Power Boiler is fired for
reasons other than fuel oil system checkout, GP shall notify
ADPC&E by the next business day and follow up the notification in
writing within five (5) business days of the occurrence.
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Facility Name GEORGIA-PACIFIC CORP. - ASHDOWN OPERATIONS
CSN: 410002 Permit No: 287-AR-7

20. In accordance with Section 5{(c¢) of the Regulations of the
Arkansas Plan of Implementation for Air Pollution Control, the
opacity limit for the No. 2 and 3 Recovery Boilers is 20% for
visible emissions and upset conditions as specified in the Plan.
The Standards of Performance for New Stationary Sources reguires
G.P.- Ashdown Operations to submit, on a quarterly basis, a list
of all six minute average opacities that exceed 35%. This,
however; does not change either requirement.

21. During the operation of the Noux2:PoweriBoilerij# the pressure
dropracrosss therscrubbexr: shall be: maintained, at. or: above:1l4
sincheswofswater;:;the liguid, flow.to:the: scrubber, shall:be
Jnaintained.at. or,above. 1500.gallons. per minute.

22, For the purposes of this permit, any three hour period during
which the average emissions of nitrogen oxides or sulfur dioxide
exceed the allowable emissions listed in Table I, any twelve hour
period during which the average emissions of total reduced sulfur
exceed the allowable emissions listed in Table I, and any thirty-
six {(36) minute period during which the average opacity exceeds
the allowable limit listed in Table I, shall be considered a
violation.

23. Within 180. days of permit issuance, GP/shall®test:the: No:
_Smelt: Tank: for: particulate emissions.at varying scrubber medium
flowrates and scrubber pressure drops to establish the minimum -
flowrate and pressure drop necessary to maintain compliance with
the listed particulate limit. The testing shall be performed at
50% of boiler capacity or greater. Upon approval of the test
results by the Air Division, GP may operate the No. 3 Smelt Tank
Scrubber at or above the minimum flowrates and pressure drop
determined to maintain compliance.with the listed particulate
limit. Within thirty (30) days of receipt of the testing results,
GP shall forward a complete copy of the testing results to the
Air Division.

24. REQUIREMENTS FOR CONTINUQUS EMISSION MONITORS (CEM)

A.In the event a CEM is required, the installation date for
the CEM must be no later than thirty (30) days from the date of
start-up of the plant.

B.Within sixty (60) days of installation of a CEM, a
performance specification test (PST) must be completed. PST’'s are
defined in 40 CFR Part 60, Appendix B, PST 1-7. The Department
will accept alternate PST’s for pollutants not covered by
Appendix B on a case-by-case basis.

wrdallys zero-spans

C sBach¥CEM*shallrhave;=as a minimumjs
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CSN: 410002 Permit No: 287-AR-7

check. The span check shall be 1.5 times the permit limits.

D.For each CEM, a quality assurance/quality control (QA/QC)
plan shall be submitted to the Department (Attention: Air
Division, Compliance Section Manager)}. Quality Assurance
procedures are defined in 40 CFR Part 60, Appendix F. This plan
must be submitted within 180 days of CEM installation. A QA/QC
plan shall consist of procedures and practices to assure an
acceptable level of monitor data accuracy, precision,
representativeness, and availability.

E.The submitted QA/QC plan shall not be considered as
accepted until the facility receives a written notification of
acceptance from the Department.

F.As part of the QA/QC plan for each CEM, a relative
accuracy test audit (RATA) shall be conducted at least once every
four calendar quarters. A relative accuracy audit (RAA} or a
cyclinder gas audit (CGA) may be conducted in the other three
calendar quarters, but in no more than three guarters in
succession. The RATA test procedure shall be included in the
QA/QC plan submitted for approval. Additionally, the
justification and methodology for any alternate RATA tests shall
be submitted with the QA/QC plan.

G.A written report showing excess emissions for each CEM
shall be submitted to ADPC&E for every calendar quarterx
(Attention: Air Division, Compliance Section Manager). Excess
emissions and violations of the CEM standards are defined in J-K
below. All quarterly reports shall be postmarked no later than
the 30th day of the month following the end of each calendar
quarter.

H.Each report shall be submitted on ADPC&E Quarterly Excess
Emission Report Forms. These forms may be obtained from the Air
Division of the Little Rock office of ADPC&E. Alternate forms may
be used with approval from the Department.

I.The CEM reports shall be used by ADPC&E to determine
compliance with the permit.

J.All CEM’'s must be operated 95% per quarter. Failure to
maintain operation time shall constitute a violation of the CEM
standard.

K.All CEM’s shall meet 95% compliance per guarter for each

pollutant. Failure to maintain compliance shall constitute a
violation of the CEM standard.
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CSN: 410002 Permit No: 287-AR-7

L.Violations of the CEM standard shall result in penalties
and/or other enforcement action being taken.

TRe. i o s yearzofs permlt ‘issuance;y providesss
reportlng only from the quired CEM’s in units of the applicable
standard (i.e. ppm, lbs/mmbtu) and in lbs/hour. GP may develop
source specific methods to determine the lbs/hr figure. Any such
method must be certified using actual stack data and must be
approved by the Air Division - Compliance Section Manager. After
approval of the method of reporting for a source, that source may
operate at throughput levels greater than those specified in the
permit application, provided that the lbs/hour limits or
applicable standards are not exceeded. When the lbs/hour figures
are not available due to monitor downtime, the source for which
the figures are not available shall be limited to the throughput
rates as specified in the permit application and Appendix II.
Both the applicable standard and the lbs/hr figures shall be used
for compliance purposes.

In addition, GP shall submit a plan delineating steps to achieve
compliance with this condition. Monthly progress reports shall be
forwarded to the Compliance Section Manager.

26. «TESTING: REQUIREMENTS - GP shall, within cne year of the date
of issuance of this permit, perform emissions testing on the
sources listed below. Testing dates shall be coordinated with the
Compliance Section Manager in advance. A report containing the

. results of testing and the actual operating conditions during
testing shall be forwarded to the Air Division - Compliance
Section Manager. The results of testing may be used by the
Department in setting a baseline level of those emission sources,
or for enforcement purposes.

& SOURCE " ' POLLUTANT TEST METHOD

£06#-NO. 2 REC. BLR. HC1 NO. 26
H2S04 NO. 8

(14%%2NO. 3 REC. BLR. HCL NO. 26
H2S04 NO. 8
#20° -C102 GENERATOR cl2 NCAST
C102 NCAST

(22" -NO. 1 BROWNSTOCK CH3COCH3 NO. 18

. WASHER VENTS CH30H NO. 18

TEST METHCDS 8, 18, AND 26 ARE USEPA AP?ROVED METHODS; AND MAY BE
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FOUND IN 40 CFR PART 60, APPENDIX A. NCASI METHODS HAVE BEEN
DEVELOPED RBY THE NATIONAL COUNCIL OF THE PAPER INDUSTRY FOR AIR
AND STREAM IMPROVEMENT. THE USE OF ALTERNATE METHODS MUST BE
APPROVED IN ADVANCE.

#27-+ The No.2 Lime Kiln may be used as a backup for the PCC plant
when the No. 3 Lime Kiln is unable to fully supply the CO,
requirements of the PCC plant. The carbonators are limited to the
production of 5.4 tons per hour (each) of calcium carbonate
precipitate. Operating logs for each carbonator shall be stored
electronically onsite, and hardcopy printouts for inspection by
Air Division personnel shall be produced upon reqguest. These logs
should also depict which lime kiln is used in conjunction with
the PCC operations.

#28.s GP shall test the inlet stream to the carbonators and the

outlet from one (1) carbonator simultaneously for NOx using EPA
Reference Method 7E within 180 days of startup of the PCC plant,
The average of three (3) Method 7E test runs from three (3)
carbonator cycles shall be used to determine compliance with the
permit limits as listed on Table I. This testing shall be
performed when using the No. 3 Lime Kiln as the supply source and
shall be repeated when using the No. 2 Lime Kiln as the supply
source. At the time of testing, the carbonator shall be
functioning at nc less than ninety (90%) percent of its design
capacity. The testing shall also be repeated using the No. 3 Lime
Kiln as the supply source within 180 days cof bringing the fourth
carbonator on line. The Air Division will designate which
carbonator is to be tested on the day of the testing period. In
the event that a net increase in lbs/hour of NOx is measured
across the tested carbonator, all of the carbonators shall be
tested. Advance coordination shall be made with Compliance
Monitoring Manager - Air Division. Testing results shall be
forwarded in dQuplicate to the Compliance Monitoring Manager
within thirty (30) days of testing.

29. Other permit limits which have been set based on emission

factors, as listed in Table I, may be modified based upon actual
source sampling.
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